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Their CINCINNATI installation has 
upped cleaning production 120%, re- 
ports Wakefield. This manufacturer of 
lighting equipment states in addition... 


Further savings are cited by Wakefield . . 


itis utiliz 
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x rinse solutions for dry 


BTU's of ga 


400) O0O0 


Cincinnati will show you how to effect similar improve- 
ments. No obligation ... 


THE CINCINNATI CLEANING & FINISHING MACHINERY CO. 


311 Hecla Street, Ironton, Ohio 











WHAT'S YOUR METHOD 
IS IT GOOD FOR ALUMINUM? 


FOR PREPARING 
HOW ABOUT ZINC DIE CASTINGS # 


STEEL FOR PAINTING? 











DOES IT YES! YES! YES! 
SAVE TIME? 1 USE THE 

DOES IT PREVENT OAKITE CRYSCOAT METHOD. 
CORROSION? IT SAVES ME PLENTY 

OF TIME AND MONEY 





The OAKITE CrysCoat* PROCESS does three things at one time: 


1 Cleans metal rapidly—removing cutting, drawing, stamping oils 
and compounds, rust preventives, fluxes, smuts and other soils. 


2 Conditions metal for painting—preparing steel, aluminum, zinc die 
castings and other metals for lasting adhesion of paints, lacquers 
and enamels. 


3 Increases resistance to corrosion—preventing it before painting; 
localizing it after painting. 


Eliminating the need for separate cleaning and phosphating oper- 
ations, the OAKITE CrysCoat PROCESS cuts costs these ways: 


Uses less equipment 

Cuts operating time 

Reduces heating costs 

Saves cost of acid-proof equipment 
Reduces scaling and sludging 
Saves paint 


* Reduces rejects 


Write to Oakite Products, Inc., 20 
FREE Rector St., New York 6, N. Y., fora 
copy of "The OAKITE CrysCoat PROCESS” de- 
scribing 19 advantages. *Reg. U.S. Pat. Off. 


of U.S. & Canada 
AKITE * SPECIALIZED INDUSTRIAL CLEANING 
MATERIALS + METHODS + SERVICE 
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ALU 


NOUM 
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> AUTHORITATIVE! 


FINISHING 


with 


E 
TUMBLING ABRrasiv 


aanasive? 


Se a 


55 PAGES OF FACTS ON HOW TO CUT 
YOUR SMALL PARTS FINISHING COSTS 


Now you can get up-to the-minute news on the very 
latest developments in_ barrel-finishing the fast 
modern, economical process that deburrs, removes 
scale, tool marks and flash, and produces surface 
finishes and radii to blueprint specifications 

Norton Company's brand new booklet covers the 
subject thoroughly in 55 hberally illustrated, fact 
filled pages describes in detail every phase of 
barrel-finishing tells you what to do, and what not 
to do, for best results 


PARTIAL LIST OF SUBJECTS 


TYPES OF EQUIPMENT CLEANERS ROUGHING 


RUST PREVENTIVES FINISHING PROCESSING OF 


SAMPLES SEPARATION OF WORK FRKOM ABRASIVE 
WASHING DRYING RESCREENING OF ABRASIVE 


MIXING DIFFERENT PAKTS 


GET THIS MONEY-SAVING INFORMATION 
The new booklet also tells you how Norton ALUN 
DUM®* tumbling abrasive 
meet industry's wartime needs for fast, efficient small 


espec ially ce veloped to 


parts finishing has become a standard barrel 


PRODUCTS FINISHING 


finishing medium in plants throughout the country. 

Learn how this tough, hard abrasive helps you to 
shorten tumbling cycles, reduce scrap and reworking, 
and gives you consistently better finishing of parts 
ranging in size from tiny rivets to larger castings. Ask 
your Norton distributor or representative for your free 
copy of “Barrel-Finishing With ALUNDUM Tum- 
bling Abrasive,”’ or write us direct 
NORTON COMPANY, WORCESTER 6, MASS. 

Distributors In All Principal Cities 
EXPORT: NORTON BEHR-MANNING OVERSEAS INC 

New Rochelle, N. Y 
*Trade-Mork Reg. U.S. Pat. Off. and Foreign Countries 


Worcester, Mass 








ABRASIVES 
7 Making better products to make 
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H-VW-M Generarors 
not only meet standards 
-they make ‘em | 


Yes, today’s performance standards are higher than 
ever for motor generator sets. And the final exam- 
inations that a// H-VW-M low voltage motor gen- 
erators must pass before delivery have consistently 
raised industry standards for voltage regulation, 
power factor correction, overload capacity, and ex- 
ceptionally long and efficient life for all parts. It's 
a painstaking, exacting process, but the net result 
is a line of generators that can’t be beat 
Manufacturing top-quality generators ts only one 
of many results of over eighty years of constant 
electroplating development —a continuing policy 
summed up in H-VW-M Platemanship...your 
working guarantee of the best that industry has to 


offer—not only in plating current generators- but 





in every phase of plating and polishing 


@ 654! 


For full information on all HWM Low-Voltage Generators, ask for B 
Your H-VW-M combination 
of the most modern testing 
and development laboratory HANSON-VAN WINKLE-MUNNING CO., MATAWAN, N. J 
~of over 80 years experience PLAN T MATAWAN, N * ANDERSON, INDIANA 
in every phase of plating ond 
polishing-of a complete 
equipment, process and suf 
ply line for every need 


INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES SUPPLIES 
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He's Trained to Give Away 
Our Greatest Asset 


Yours for the asking are all the benefits 

of the highly specialized knowledge of your Egyptian 
Industrial Finishes Technician. 

The Know-How gained from thousands upon 

thousands of finishing problems, all successfully solved 
by Egyptian Laboratory ingenuity, uniquely equips 

the Egyptian Organization to be your finishing consultant. 
Whether your problem is to develop a coating 

to add life and durability to your product ...one to 
perk-up sales appeal...a system to speed production 

or an exacting formula to meet defense work specifications 
... you'll find the quick, the easy, the efficient way 

is to call on Egyptian Finishing Know-How. 





[INDUSTRIAL FINISHES | 


The EGYPTIAN LACQUER MANUFACTURING CO. 


Box 444, Newark 1, New Jersey 
Plants: South Kearny, N. J. @ Lafayette, Ind. 
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1952 Annual Meeting, Federation of Paint and 


Varnish Production Clubs 


Hard Chrome Plating on Aircraft Parts... 


By Gilbert ¢ 


Performance of Pretreatment Primers as 
Revealed by Accelerated Weathering 
Tests 


Spray Finishing Chain Blocks. . 
By Fzra A. Ble 


Spotlighting Finishing Progress 


By Dr. A 


—Abrasive Tumbling Offers Finishing 
Economies 


Practical Applications of Modern Products 
—Eight Ways to Get the Most From 
Hot Spray 


News of the Industry... . 


Finishes That Aid in Appearance and Utility. . . 
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New Books 

Product Literature 

The Finishing Touch ... 

Opportunity Section 


Index to Advertisements. ..... 





degreasing operations 


by using 3 LACO SOLV 


HK SO Highest Stabilized Degreasing 


Solvent--BLACOS OLY its stabilized not 
alkalized——Years of research have produced 
this outstanding solvent. Contains no alkaline 
materials for the purpose of neutralizing acid after 
breakdown. Stabilizers prevent breakdown 
and possible acid formation. Blacosolvy 1s the 


; ) re , 
one solvent for all metals or combination of metals 


Write today for 


jul njonon ETT ee 


highest stabilized 
degreasing 


n G. S. BLAKESLEE & CO. WER 44 so. sand Ave. 


CHICAGO +» NEW YORK «+ TORONTO CHICAGO 50, ILL. 


SOLVENT VAPOR DEGREASERS NIAGARA-METAL PARTS 
in standard or special WASHERS—built 


conveyor to fit your 
CANADA 
models needs 


G.S. BLAKESLEE & CO.,LTD. 
1379 Bloor St., W. 
TORONTO 9, ONTARIO 
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— ame 3 with 
ALL METAL 


Chromalox 


RADIANT HEATERS 


“=> 

Uniform, exact heat 1s yours at the turn 
of the dial with Chromalox Electric Radiant 
Heaters. Quickly installed, Chromalox Units 
operate efficiently in low and high ambient 
temperatures; provide glareless radiation 
in infrared wave lengths absorbed effi- 
ciently by all colors, textures and surfaces. 
All-metal construction withstands shock, 
vibration, dust, moisture and eliminates 
contamination hazard. 

Finger-tip control assures consistent and 
exact operating temperatures for varying 
needs. Various zones of heat within the 
same oven are possible by setting up sep- 
arate controls for each bank of units. 


Chl soma 


Sail, best; 
fer matlans indlatliy, 
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TYPICAL TIME and 
MONEY SAVING’ USES 


PAINT BAKING @ DEGREASING 
BAKING PLASTICS ¢@ SEALING 
DRYING GRANULAR PLASTICS 
DEHYDRATING ® MOLD DRYING 
CURING LATEX AND PLASTICS 


and many other applications 








maa MORE “KNOW-HOW” SEND COUPON 


l 
| 
I 


1C-52 
EDWIN L. WIEGAND COMPANY 
52 Thomas Boulevard, Pittsburgh 8, Pa. 


Please send me Application Reports on 
Chromalox Radiant Heaters 


Name 
Company 
Address 
City 


State 


| 
| 
I 
| 
| 
| 
i 
i 
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"Lick and a promise”’ 
washing methods 
won’t do today.. 


oe INDUSTRY DEMANDS PRODUCTION 


we 
Qe | eRe NEG 


~~ 


bA 


a x Re 
Ls = ial f 
Ww ID) ieee = OTs 4 is = 4a 


and INDUSTRIAL WASHING sain civeinieas si 


ee ee ent can 
in lo yolume yrheony sik or quality 

No: matter your product, from ball bearings to 
matter your purpose, washing, rinsing, slushin« 
Bonderite, phosphatizing, or any combination of 
Industrial builds a Washing Machine to “licl 

Right now, as you're 

of Industrial equipment 
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a eed c 
(Lcte-Feaule. CHIPS AND 
COMPOUNDS ARE FIRST 


in economy —in quality — 





Kote Finite @ or. 





P.O. Box 988— 
Phone 3-5578 


associated with The Sturgis Products Co. 
3704 MILHAM ROAD, KALAMAZOO, MICH. 


FOREIGN REPRESENTATIVES: CANADA — Windsor — Roto-Finish Canada Limited °* 
ENGLAND — London — Roto-Finish Limited — 39 Park Street — Mayfair * AUSTRALIA 
— Melbourne — A. Flavell Pty, Ltd. * HOLLAND — Delft —N. V. Roto-Finish Maatschappij 
— Rotterdamse — WEG 370A * AUSTRIA, GERMANY, SWITZERLAND — Frankfurt a.M. 
— Metallgeselischaft A.G., Germany * ITALY — Milan — Societa Roto-Finish a R.L. — 
Sesto S$. Giovanni — Viale E. Marelli 31 * FRANCE — Paris — Sociote Roto-Finish, 70 
rue de la Republique-Puteaux (Seine) * BRAZIL — Rio de Janeiro — Commercial E. 
_ Industrial de Formos Werco, Ltds. 
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Tough, long-lasting finishes add beauty and 
durability to modern, streamlined equipment 
made by General Fireproofing Company 


and engineering staff, Pittsburgh 


HERE is no better proof of the 
has produced high quality enam- 


quality and performance of 


Pittsburgh Industrial Finishes 
than the continued use of these 
famous coatings by outstanding 
manufacturers. 


For instance, the Forbes Finishes 


els to meet General Fireproofing’s 
finishing requirements. These 
coatings provide exceptional ad- 
hesion, toughness, and durability. 
Because they are so easy to apply, 


they speed up production and 


Division has furnished the J ; 
save manufacturing costs. 


General Fireproofing Company 
of Youngstown, Ohio, Pittsburgh 
Industrial Enamels for many PITTSBURGH PLATE GLASS COMPANY 
vears to make its products look Industrial Paint Div., Pittsburgh, Pa. 
: - . ke Factories: Milwaukee, Wis.; Newark, 
better and last ionger. Recognized N. J.; Springdale, Pa.; Atlanta, Ga.; 
as the world’s largest manufac- Houston, Texas; Los Angeles, Calif.; 
: > “p . y 
turer of metal desks and office Denak lnicuions gg Ma —s 
chairs, General Fireproofing IS & Varnish Co., Dayton, Ohio, Forbes 
famous also as the maker of one aos Division, Cleveland, Ohio. 
= ° » y 
of the finest complete lines of steel M. B. Suydam Div., Pittsburgh, Pa. 
and aluminum furniture for 
trains, buses, steamships, hotels, 
banks, and other installations. 
By working with GF’s technical 





Free Advisory Service 


General Fireproofing is just one of many 
manufacturers with whom Pittsburgh has 
worked in developing highly specialized 
finishes. This broad experience may be 
helpful in saving you time and money. 
Write, wire or phone the Pittsburgh 
Paint plant nearest you. We'll be glad 
to have one of our engineers discuss 
your finishing problems with you at no 
cost or obligaticn. 


COMPAN Y 





oka es 
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AMERICAN; CHEMICAL Pang Company 


furc a 


AMBLER PENNA. 


CESSES 


Technical Service Data Sheet 
Subject: METAL PRESERVATION AND PAINT PROTECTION 
WITH ACP PHOSPHATE COATING CHEMICALS 





Ordnance products are now given a protective phosphate 
coating for extra durability under all kinds of severe exposure 


conditions. Both military and civilian applications of ACP 
phosphate coating chemicals are shown in the chart below. 


SELECTION CHART OF ACP PROTECTIVE COATING CHEMICALS FOR STEEL, ZINC, AND ALUMINUM 


YPICAL METAL GOVERNMENT 


HEMICAL ATIN PRODUCTS TREATED SPECIFICATIONS 


CHEMICALS WRITE FOR DESCRIPTIVE FOLDERS ON THE CHEMICALS 
AC Pp ABOVE CHEMICALS AND FOR INFORMATION ON AC w 
PROCESSES YOUR OWN METAL PROTECTION PROBLEMS PROCESSES 
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1. FLAT*TOP is Smooth! No gates or 
flash to hang on basket. No cavities to hide 


inclusions of copper oxide, silica or dirt. 


2. FLAT*TOP has Greater Area! From 20 
to 25% more effective area than a ball. 
More weight of metal per anode means 


less frequent loading. 


3. FLAT+TOP is Pure! Manufactured from 
the highest purity copper available, under 
controlled conditions which prevent con- 


tamination during production. 


4. FLAT+TOP is Efficient! No more trou- 
blesome and costly scrapping of unus- 
able "swords" and hooks. Used com- 


pletely, no scrap. 


5. FLAT+*TOP is Predictable! Eliminates 


rapidly changing anode area as bars 


, ‘4 corrode, decreasing sludge formation and 


om, rough plating. 


6. FLAT*TOP is Ready! No waiting, no 
extra handling, no extra costs of fabri- 
cating and attaching hooks. Load your 
baskets right from the keg. 


7. FLAT*TOP is Clean! NEW durable 
wooden kegs, free from foreign matter 
found in used metal containers, keep 
FLAT*TOP clean! 


8. FLAT+TOP is Convenient! Safe to 
stack, easy to roll or truck from storage to 


plating department. 250 Ibs. net. 


Talk over your copper problems 


with the Wagner man in your area. 
He’s qualified to give you valuable 
assistance and information on 
other Wagner products for efficient 
plating and polishing. If you pre- 
fer, just use the coupon below. 


ee] 
Wagner Brothers, Inc., 4132 Midland, Detroit 3 


Send name of representative 


BROTHERS INC. 


DETROIT 3, MICHIGAN 


Cincinnoti . Rochester 


Send full information on Wagner Anodes 


Put me on your Price-Tips mailing list 


Name 
Company 
Address 
City 





ers cri» a 








— 





You can't buy a better abrasive than abrasives. Get the complete story today. 
EXOLON. Its hardness and uniformity Write EXOLON for full information. 
guarantee the finest possible metal finishing 


job, You'll save on labor and production E XO L O N 
THE 


time by using the best. And the difference 


in the finished job will make vou wonder COMPANY 


‘ 


why you ever used inferior, false-cconomy 


Manufacturers of SILICON CARBIDE and ALUMINUM OXIDE ABRASIVES 
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PUBLISHED PERIODICALLY BY HERCULES POWDER COMPANY IN THE INTERESTS OF BETTER FINISHES AND FINISHING 





Wurlitzer Piano Finishing Rate 
Up 33% with Hot-Spray Lacquer 


Quality Finish Also 
Cuts Rubbing and Handling Time 
Before specifying hot lacquer, the finishing 
department in the Rudolph Wurlitze: 
piano factory at Dekalb, Illinois, put out 
160 pianos in a 12-hour day. Since switeh- 
ing to the hot-spray process, the same 
number of pianos are now finished in a 
normal 8-hour day. Hot lacquer not only 
gives the famous Wurlitzer a better finish 
with fewer rejects, but also reduces appli- 
cation time. Because a piano is a large 
item, this faster finishing alleviates a floor 
space problem in the bargain! thom “ands pian e} the plane are astwmbind, 


final coats of hot gloss lacquer are applied, 


Cellulose Products Department _ ee aR ee 
HERCULES POWDER COMPANY 


927 Market Street, Wilmington 99, Del. 
Specification Lacquers for a 
Finishing Military Items eine 
LACQUER 


Learn more about lacquer 
for defense finishing. Send for 


this handy guile to specifica 


FOR a 
decide which finish you will ; : pINISHING 


need inp performing govern 


tion lacquers that helps you 


ment contracts. Specification 
numbers are listed, as we as 


an index to uses. 





Completed upright with hot lacquer finish. ‘ 
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SALES ENGINEERING 
SPECIALIST IN 
METAL CLEANING 


SERVING 


National Lock Co. 
American Cabinet Hardware 
Borg-Warner Corp., 

Spring Division 
Ekco Products 
Stewart Warner Co. 
Ray-O-Vac Co. 
Moe Light Co. 
Minneapolis-Moline Co. 
J. |. Case Co. 
National Steel Container Co. 


WALTER H. BERGER _,,.......... 


Illinois and Wisconsin Representative if you are located 
of N. Ransohoff, Inc. in his territory. 


It takes a specialist like Walt Berger to analytically and creatively solve the 
metal-cleaning and surface treatment problems of industry. That he has been 
successful in doing so, is well demonstrated by this famous-name list of those 
who rely on his practical counsel. Walt Berger's service is significantly 
Ransohoff service — supported by the fund of technical knowledge gained 
in 175 years experience on the part of the field and headquarters staffs 


N. RANSOHOFF, inc. | 


i 


EQUIPMENT FOR THE SURFACE TREATMENT OF METAL | 
5813 VINE ST CINCINNATI 16, OHIO 
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Clear Metal Lacquers 
WUarimum redhesriou to 
ZINC, BRASS, COPPER and SILVER 





THE CLINTON COMPANY 


1210 ELSTON AVENUE @ CHICAGO 22, ILLINOIS 
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for longer life cleaning 


p anhydrous, silicated, heavy-duty 

el cleaner of medium alkalinity. 

s formulated to give maximum 

ith extraordinarily heavy soil 

contains no soaps... is free 

pd produces no undesirable 

and rinse tank solutions. 

HS al n of the oil and removal 
of suc s detergent environment 
rlow principle is used. 

HS is -commended wherever 
prod ications demand large 
amounts oO from in-process parts. 


omplete information. 


ompt shipments from 
ent warehouse stocks. 


AL COMPANY 
LEANER DEPARTMENT 
7016 Euclid Avenue 
Cleveland 3, Ohio 
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Vol. 17, No. 2 


Sayouara...... 


This message is addressed primarily to the Japanese readers of PRopUCTS 
FINISHING, yet may serve as an “open letter” to all. I should like to take this 
opportunity to say, “Sayonara”, (Good-bye) to the group of electroplaters 
who were so kind to me during my year of service in Japan. 


They arranged visits to many manufacturing plants, so that I could see 
their methods of fabricating and finishing, whether by spray painting, elec- 
tropolishing, anodizing, porcelain enameling, or electroplating. Dr. Sakae 
Tajima accompanied me on many of my plant visits, devoting his own time 


unsparingly for that purpose, and acting as interpreter so that details of 


certain processes could be discussed fully. 

The Japanese finishers were most appreciative of my suggestions for pos- 
sible improvements in their methods, and entertained me with traditional 
Japanese courtesy and sociability. Many owners of plating supply com- 
panies, manufacturing plant executives, importers and exporters were equally 
gracious. 

The members of the Japan Electroplating Society elected me to honorary 
membership in their organization. This expression of their regard is indeed 
appreciated. 

Although my contacts were limited generally to the Tokyo area, the Osaka 
electroplaters had arranged for me to make a week’s tour of their area, with 
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a full program of plant visits and meetings. The privilege of this experience 


was denied me however, since I was returned to the U. S. on emergency leave 


prior to the date set for my visit to Osaka. I know that I should have enjoyed 


meeting the Osaka group, and that I would have been treated just as cour- 


teously and graciously as | have been treated by the electroplaters and fin- 


ishers of Tokyo. 


“Interesting” is an inadequate word to describe my year of service in Japan 
and my association with Japanese interested in the finishing field; it was a 


very rich experience. I regret that all the readers of PRODUCTS FINISHING 


could not have had the same experience; however, from time to time I shall 


continue to try to share it with you. 


And so, to the men of the finishing industry in Japan who did so much 


to give me this memorable experience, I express my sincere and hearty thanks. 


I shall never forget your kindness, 


© ited” 


— EDITOR 


(Below)—Representatives of Nihon Mekki Kyokai (Japan 
Electroplating Society) who accompanied me to Haneda 
airport on October 7 for a last ‘Good-bye (Left to 
right): —Mr. Nakamura, Mr. Osawa, Mr. Takahama (edi 
tor of ‘‘Mekki’’), your editor, Mr. Kojima, Mr. Fukui. Not 
shown in this photograph: Dr. Sakae Tajima 


(Photos by Mr. N. Osawa) 





Practical Methods for Determining Impurities 
in Nickel Plating Baths 


SILICA can be easily determined by either gravimetric 
or colorimetric methods. 


Colorimetrically, soluble silica is determined by mea- 
suring the amount of incident light absorbed by yellow 
silico-molybdate complex —the reaction product of 


ammonium molybdate and silicic acid 


The gravimetric method requires that silica be de- 
hydrated with perchloric acid, filtered, ignited and 
weighed. After being volatilized with hydrofluoric acid 
and reweighed, difference in weight shows the true 
amount. 


SODIUM and POTASSIUM are revealed by using flame 
photometry. The diluted bath sample is atomized in 
the flame photometer. Intensity of the characteristic 
light of either sodium or potassium is measured with 
respect to a standard. Concentration of the ion in the 


diluted sample is read off a calibration curve. 


CADMIUM can be determined after copper and iron are 
removed by precipitation with cupferron and extrac- 
tion with amyl acetate. Cadmium is precipitated with 
2-mercaptobenzothiazole in an ammoniacal solution 
and extracted with chloroform. Then it is returned to 
an aqueous medium by shaking the extract with hydro- 
chloric acid. The solution is made strongly alkaline 
with sodium hydroxide solution and the cadmium is 
extracted with a carbon tetrachloride solution of dithi- 
zone. After dilution, the extinction of the colored sys 


tem is measured 


ALUMINUM may be determined colorimetrically after 
removing interfering metals. Color of the aluminon 
lake is developed by adding aluminon and a buffer to 
adjust pH to 5.5 and transmittancy of the lake is mea- 
sured with a colorimeter, 


AMMONIUM is separated from the bath by alkali treat 
ment and steam distillation with a micro Kjeldahl ap- 
paratus. The ammonia is treated with Nessler’s reagent, 
and the color developed is measured photometrically. 


CHROMIUM: To determine chromate chromium, any 
reducing agents are oxidized with nitric acid. Diphenyl- 
carbazide is added, the transmittafcy of the solution 
is measured, and the amount of CrO, present as chro- 
mate read off a calibration curve 


For total chromium, any iron, organic compounds, re- 


ducing agents, and chlorides are removed, after which 
the chromium is oxidized with ammonium persulfate 
Transmittancy of the solution is measured and the 
amount of CrO, read off a calibration curve 


ZINC is determined colorimetrically. Copper and iron 
are first removed; then heavy metal impurities includ- 
ing nickel are complexed with sodium di(B-hydroxy- 
ethyl )dithiocarbomate. Zinc dithizonate is formed in 
the presence of these complexes, when a carbon tetra- 
chloride solution of dithizone is added. After removal 
of excess dithizone, zinc is determined colorimetrically. 


CALCIUM is determined by precipitating the heavy 
metals as hydroxides, and then separating the calcium 
from the filtrate by precipitating it as the oxalate at a 
controlled pH. The calcium oxalate is converted to 
oxalic acid, and the acid is allowed to reduce a known 
amount of potassium permanganate Transmittancy of 
the residual potassium permanganate solution is then 


measured 


A.E.S. RESEARCH PROGRAM 


The American Electroplaters’ Society is conducting a 
comprehensive research program and has developed 
useful information on current plating problems. Inter- 
national Nickel, in addition to its other support of this 
program, feels that it will be a further service to make 


copies of these A.E.S. Research Reports available. 


For an authoritative, detailed, 84-page study of this 
subject, we offer you a free copy of the A.E.S. Research 
Report, Serial No. 6, entitled “Determination of Im- 
purities in Electroplating Solutions.” Use the coupon 


> 


SN 


Name 
Company 


Address 


(err wn we wo ww ow oo oo ee 


THE INTERNATIONAL NICKEL COMPANY, INC. vew'ror's x 
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1952 Annual Meeting 


PAINT STONE 
sna iT 3% 


Federation of Paint and Varnish 
Production Clubs 


PALMER HOUSE—CHICAGO, ILLINOIS 
NOVEMBER 20-22 


WEDNESDAY, NOVEMBER 19 


9:30 A.M. Paint Industrics’ Show Opens 
700 P.M. Registration Opens 
(00 P.M. Council Meeting 
(00 P.M. Registration Closes 
5:00 P. M. Council Dinner 
Paint Industries’ Show Closes 


THURSDAY, NOVEMBER 20 
MORNING SESSION—H. G. SHOLL Presiding 


Registration Opens 

Paint Industries’ Show Opens 

Greetings—H. P. BALL, President 

Introduction of Committee Chairmen 

Welcome—C. J. OVERMYER, Chairman of Meetings Committee 
H. H. ZIMMERMANN, Chairman of Host Committee 
E. H. Orr, Chairman of Paint Industries’ Show Com- 

mittee 
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COPPER-PLATED PARTS STAY BRIGHT AND CLEAN 


When the plating shop treats them with WATER DIP +33 


@® If you are doing your own copper plating or buying copper-plated 
parts... 

Then you’ll:-want the full story on a simple, low-cost metal treatment that 
keeps the copper surface bright and chemically clean—just as it comes from 
the plating bath. Water Dip #33 prevents finger printing and staining 
during assembly, storage and use. 


IF YOU'RE DOING COPPER PLATING, IF YOU'RE USING COPPER-PLATED PARTS, 
you can cut out extra operations by you will find that you can make ex- 
using Water Dip #33. Work goes cellent soldered connections, and you 
directly from the last hot water can make strong, uniform welds even 
rinse into Water Dip #33—no need _ after the parts have been dipped in 
for rehandling and drying. Water Dip #33. 


Water Dip #33 has many more advantages — in many types 
of plating. For the complete story, write for Technical Data 
Bulletin #117 or let our M & W technical consultant discuss 


PIONEERS IN Ph 


our \ your requirements privately with you. 
PROTECTION / 76th ‘ 








year 


MAAS “” & WALDSTEIN CO, “sauaev.4" 
Midwest Div.: 1658 Carroll Ave., Chicago 12, Il, - Pacific Coast Div.: Smith-Davis Co., 10751 Venice Blvd., Los Angeles 34, Cal. 
MANUFACTURERS OF INDUSTRIAL FINISHES 
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11:00 A.M. “Factors Affecting the Heat Thickening of Linseed Oil’’—Dnr. A. 
J. SEAVELL and Dr. J. J. SLEIGHTHOLME, of Oil and Colour 
Chemists’ Association. To be presented by L. O. KEKWICK, Press 

dent of the London Section of OCCA. 
Instrumentation for Continuously Recording Viscosity of Resins 


and Polymers in Large Reactors at Processing Temperatures 
Chicago Club. D. T. Woops, Chairman of Technical Committee 
“A Study of Factors Affecting Heat Resistant Coatings’ Houston 
Club. J. E. RENCH, Chairman of Technical Committee 


THURSDAY AFTERNOON SESSION—L. £. LUDWIG Presiding 


“The Effect of Protein Dispersions on the Freeze-Thaw Stability 
of Latex Emulsions’’—-Northwestern Club. J. B. KENNEY, Chasr- 
man of Technical Committee 

Keynote Address—''Research and Education” —Dr. J. S. LONG, 
of Devoe & Raynolds Co., Inc. 

Address by J. F. BATTLEY, President of the National Paint, Var 
nisl and Lat ue r A IOC ation 

Education and Student Session. M. A. GLASER, Chairman of 
Federation Educational Committee, will describe the ‘Paint 
Course Package” for Paint Technology Course. Dr. J. W. To 
MECKO, Of Educational Committee—' Paint Education on a High 
School Level.” Dr. J. T. RETTALIATA, President of Ilimois Insti 
tute of Technology Cooperation Between Industry and Edu 
cation” 

Round Table Discussion—'‘‘Latex Paints’~-M. W. WESTGATE, 
Moderator; H. L. BEAKEs, F. J. HAHN, P. C. HERzoc, P..T. 
Howarb, D. A. Kone, JR., R. E. MARSHALL, M. H. P. MorAND 
Registration Closes 

Paint Industries’ Show Closes 

Annual Bridge Tournament—Private Dining Room 14 


FRIDAY, NOVEMBER 21 
MORNING SESSION—M. VAN LOO Presiding 


9:00 A.M. Registration Opens 

9:30 A.M. Paint Industries’ Show Opens 

10:00 A.M. “A Study of Pigment Dispersion: 1V’’—New York Club. 
ZIMMERMAN, Chairman of Subcommittee 53 





For a real good polishing job use 


Keystone TURKISH Emery 


FRESH SUPPLY AVAILABLE 
KEYSTONE EMERY MILLS Write for Sample 4316 Paul St., Phila., Pa. 
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METAL WASHING 
EQUIPMENT 


for your plant 


No matter what your metal 

washing problem, whether it be a 

simple washing job, an intricate surface preparation, a space limi- 
tation, or what have you, there is a Despatch Metal Washer to take 
care of it, or one can be built for the purpose. 

Washer Bulletin No. 68 will give you the facts on Despatch 
engineered metal washing equipment... will tell you how to select 
a washer... will show you metal washing systems built to meet 
specific needs . . . will convince you that you can save time and 
money with Despatch engineered metal washing equipment. Write 
for your FREE copy today. 


DESPATCH Engineers, Fabricates and Installs 
COMPLETE FINISHING SYSTEMS TO MEET EVERY NEED 


Sod hye Sis. alee Complete finishing systems designed 
oy ; , and engineered by Despatch are at work 
in hundreds of leading industrial plants 
throughout the country. Engineered 
and coordinated to operate as single 
units, they consist of metal washers, 
dry-off ovens, paint spray booths, finish 
bake ovens, air make-up systems. They 
are turning out thousands of different 
products, large and small on fast, 
efficient production schedules. 
Without obligation Despatch engi- 
neers. will gladly analyze and advise 
regarding your finishing needs. Act 
today so that you'll be prepared tomor- 
row to cut production costs, increase 


Because of space limitations, Despatch designed, profits. Write or wire to Dept. C. 


fabricated and installed this complete finishing 
system on the factory roof for a leading mid- 


western refrigerator manufacturer. FIFTIETH ANNI VERSARY 


Minneapolis Office: Chicago Office: D | = he LT ee \ 
619 S.€. 8th Street 4554 N. Broodwoy rae nee oe ee 
Representatives in Principal Cities 
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20 A.M. Report of Research Committee—-P. O. BLACKMORE, Chairman 
:40 A.M. Report of Evaluation Committee—W. O. LUNDBERG, Chairman 


700 A.M. “Permeability to Water of Thin Films of Pure Compounds” 
B. L. Harris and A. BIALECKI, of The Johns Hopkins University 


:20 A.M. ‘Painting of Plaster Surfaces: I’’—-Cleveland Club. A. J. WAN- 


DERSLEBEN, Chairman of Plaster Research Committee 
:40 A.M. The Joseph J. Matticllo Lecture “Unexplored Fields in Exterior 
Paints ’—-JOHN R. MacGRreoor, of |. R. MacGregor Lead Co. 


FRIDAY AFTERNOON SESSION—H. KELFER Presiding 


“The Relationship of Plant and Finished Product Warehouse 
Capacity’”-New England Club. R. W. GeorGe, Chairman of 
Plant Managers’ Committee 


The Color Symposium Featuring the Federation Color Aptitude 
Test. Introduction by P.O. BLACKMORE. Addresses by Dr. D. L 
DIMMICK and C. E. Foss 


Annual Business Mecting—Report of Election—-Federation Busi- 
ness—Announcements 


Round Table Discussion—‘‘Corrosion’’-—-G. DIEHLMAN, Modera- 
tor; T. DEMBSKI, A. J. LIEBMAN, F. T. RADECKE, F.C. WEBER, JR. 


Registration Closes 
Paint Industries’ Show Closes 


Annual Banquct—TInstallation of Officers—-Awards and Enter- 
tainment 


Informal Danc« 


SATURDAY, NOVEMBER 22 
W. C. KENTNER Presiding 
(00 A.M. Registration Opens 





:30 A.M. Paint Industries’ Show Opens 
“Comparison of Representative Latex Emulsion and Oleoresinous 
Flat Wall Paints’’—Baltimore Club. R. L. MCGILL, Chairman of 
Te chnical Committee 





Send NOW for this FIT-ALL 


a. - vy THOUSANDS IN USE saving 
—=S S=->= time, labor, accidents! 
DRUM PLUG WRENCH Kies MORSE . med SATISFACTION $3 00 
Instantly loosens, tightens 95°%, ee ee ee = GUARANTEED... * 
all plugs or bungs in steel drums. Nen-sparking type ....$4.60 
Has 16° extra-strong steel tub- Plus Parcel Post 


ing handle. Wet. only 2 Ibs. MORSE MFG. CO., Inc. 
Order 1 or more today! 125 Dickerson, Syracuse 2, N. Y. 
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LOW COST 


for zinc, 
cadmium, aluminum 


FINISHES and cuprous 


metals 


rovide And they are easy to apply! 
p Just a simple chemical dip for 


corrosion resistance , "ane 


| combine to make Iridite the most economical 
chromate finish you can buy. Many Iridite 


sali Meas | 
point bose / AND SHIPPING COSTS 


. 
choice of 
\ chemicals are packed in powder form, 
appearance thus can be shipped to you in steel pails 


at freight savings of up to 75%! 
Pails take less storage space, are 
easier to handle, eliminate car- 
boys,need not be returned. 





WHY NOT TEST IRIDITE ON YOUR PRODUCTS? Write for 


literature and send samples for free test processing. See “Plating 


Supplies” in your classified telephone directory or write direct. 


Aur Researcu Propucts 


i .aen © 208 © Oe we) 


4004-06 E. MONUMENT STREET © BALTIMORE 5 MD 
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Round Table Discussion Pigment Dispersion’ —-H. KELFER, 
Moderator; A. BARKMAN, W. H. Hopack, C. B. HOFFMAN, D. 
E. LEEVER, O. F. REDD 


Quick Specific Qualitative Tests for the Determination of Char 
acteristic Components in Vehicles or Synthetic Resins’—C.D.1.C. 
Club. G. ScHuTTE, Chairman of Technical Committee 





Comparative Etfect of Oil Acidity and Resin Acidity in Alum- 
inum Vehicles’ Pittsburgh Club. C. N. Beck, Chairman of 
7 e¢ / Wik al Com MILE 


Testing of Amino Resins for Stoving Finishes’ Birmingham 
Club. J. N. HircHin, Chairman of Technical Committee 


Dry Hiding Power of Paints: I’’—-New York Club. | J. DUNN, 


7 
Ir., Chairman of Subcommittee 40 


Round Table Discussion Gadgets and Gimmicks” We. 
KENTNER, Moderator; R.G. FORTENER, J. R. KonR, E. R. MUEL- 
LER, W. E. WINKLER 


M Mecting Closes 


NEWCOMB-DETROIT 
PIONEERS IN ENGINEERING, MANUFACTURE AND INSTALLATION OF 


~ 
| 


| INDUSTRIAL OVENS 
sv SPRAY BOOTHS 

PARTS WASHERS For Bulletins and 
DUST COLLECTORS Meteesabwl 


AIR SYSTEMS Write or Call— 
NEWCOMB - DETROIT 


ESTABLISHED 1912 5761 Russell St., 


DETROIT DIVISION—GRAND RAPIDS DIVISION— [isaasbauemdur 
NEWCOMB INDUSTRIES LTD., WINDSOR DIVISION [MEET SEED Siete 
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Rhodium is one of the six platinum group metals. It is 
hard and has an untarnishable brilliant white color. 
In electroplating, it produces beautiful results and is 
widely used for this purpose in jewelry — even pre- 
cious metal jewelry. Its high reflectivity makes it 
excellent for mirrors for motion picture projectors 
and similar purposes. With restrictions upon usual 
plating metals, rhodium is the logical alternative for 
plating optical mounts, contacts for communication 
equipment, radar components, pen and pencil sets 
and a host of like objects. 


Commercial rhodium plating was developed 
in our laboratories. 


BAKER & CO., INC. 


113 ASTOR STREET, NEWARK 5, N. J. 
NEW YORK  e SAN FRANCISCO #® CHICAGO 


Let us send you “Directions for Rhodium Plating.” 


: ore 4 
ie me @ ROTI GO Te S 8 a pag? MOL Bl EOE 
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EXHIBITORS AT PAINT 
PALMER HOUSE, 


Paul O. Abbe, In 


NOVEMBER 18-22, 


14 


Advance Solvents & Chemical Corp...99-100 


C. M. Ambrose Co. 
American Cyanamid Co. 
Anderson Prichard Oil Corp 


Ansbacher Siegle Corp 
Archer-Daniels-Midland Co 


Atlas Electric Devices Co 
Bakelite Division 

Baker Castor Oil Co 

Bede Industrial Products, In 
Bennett Industries, Inc 
Binney & Smith Co 

Bowser, Inc. 

Burt Machine Co 

Carbide & Carbon Chemicals Co 
Chisholm Ryder Co. of Penna. 
Cuno Engineering Corp 

J. H. Day Co., Int 

Diamond Alkali Co 

Dow Chemical Co 

Edgar Brothers Co 

Epworth Manufacturing Co 
Falk & Co 

Ferro Chemical Corp 

General Electric Co 
Goodyear Tire & Rubber Co 
Gray Co., Inc. 

Harshaw Chemical Co. 
Hercules Filter Corp 
Hercules Powder Co. 
Herman Hockmeyer & Co 
Spencer Kellogg & Sons, Inc 


Kent Machine Works 
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34-35 
61-62 


70 


INDUSTRIES’ SHOW 
1952 


Kinetic Dispersion Corp 


Krumbhaar Chemicals, Inc 


Lacquer Cooperative ........30, 3 


Lead Industries Association 
J. M. Lehmann Co., Inc.... 
Metals Disintegrating Co., Inc 
Mineral Pigments Corp 
Moisture Register Co. 
Monsanto Chemical Co. 
Morehouse Industries 
Naftone, Inc. 

Neville Co. 

Norcross Corp. . 

Nuodex Products Co., Inc. 
Plaskon Division 

R-B-H Dispersions 
Reichhold Chemicals, Inc. 
Rohm & Haas Co. . 
Charles Ross & Son Co. 
Ross & Rowe, Inc 

Shell Chemical Corp 

Shell Oil Co 

Sparkler Manufacturing Co 
Tennessee Eastman Co 


Arthur C. Trask Co 


Troy Engine & Machine Co. 


LU’. S. Industrial Chemicals Co. 


U. S. Stoneware Co. 
Union Bag & Paper Corp 
Upressit Products Corp 

T. F. Washburn Co. 

C. K. Williams & Co 
Witco Chemical Co. 


82 
5. 38 
59-60 


3 
25 
50 


a 


..402-403 


95-96 
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One of the Stevens 
Barrel-Type Plating 
Machines in oper- 
ation at National 
Cash Register 
Company. 


Stevens Barrel-Type Plating | Machines 


RING THE DELL at Nationa(cash Register Co. 


The National Cash Register Company, Dayton, Ohio, 
has found Stevens Plating Machines a top-drawer invest- 
ment for rapid, economical plating and handling of 
component parts. Here’s proof of this: The first Stevens 
unit was installed in 1937. Since then—seven more 
Stevens machines have been purchased by the company. 
There are now five Stevens Automatic Barrel-Type 
Plating Machines and three Stevens Automatic Rack- 
Type Machines in operation at National Cash Register Co. 
Your Stevens representative can show you examples of 
how materials handling and processing problems have 
been eliminated with Stevens equipment. Call him for a 
complete outline of what Stevens metal finishing equip- 
ment can—and will—do for your operations. Or write 
direct to Frederic B. Stevens, Inc., Detroit 16, Mich. 


METAL FINISHING EQUIPMENT AND SUPPLIES SINCE 1883 @) 
A 


FREDERIC B. CT | 4) \\ INCORPORATED 
a Ani 
: DETROIT 16, MICHIGAN 
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ard Chrome Plating 
on 


Aircraft Parts 


By GILBERT C. CLOSE 


ARD chrome plating is a very 
useful It’s near per- 
fect in certain applications. 
But using and handling the 

process requires iron-fisted control and 
the application of common sense at all 
times. The qualities usually required 


process. 


of a hard chromium deposit are exact- 
ing and severe. Unauthorized or un- 
tested deviations from process require- 
ments many times cause inferior re- 
sults. 

These comments are based on years 
of experience in hard chrome plating to 
necessarily rigid and exacting govern- 
ment specification requirements. Many 
hard chromium plated parts used in 
aircraft and airplane engine construc- 
tion would endanger the airplane and 
crew in event of failure at a critical 
moment. There is no room for error in 
this type of work. It’s not a case where 
the defective part can always be re- 
moved, stripped and re-plated. In air- 
craft applications, the job must be 
done right the first time. 

In a general review of the various 
quality control measures being enforc- 
ed by West Coast aircraft manufactur- 
ers employing the hard chromium plat- 
ing process, it was found that 
techniques and practices were gener- 
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ally uniform. Minor controls vary to 
some extent, but all are aimed at ob- 
taining the same superior results. The 
same holds true for the numerous job 
shops doing hard chrome plating ona 
sub-contract basis for the various air- 
craft firms. This consistency indicates 
quite clearly that standardized proce- 
dures, omitting nothing that will en- 
sure better quality and full recognition 
of process limitations, are necessary 
when best results are desired. 

It is the purpose of this article to 
outline the various control measures 
and the handling of work as practiced 
in the aircraft industry in hard chro- 
mium plating applications. In general, 
these controls apply to both produc- 
tion and maintenance plating. In some 
companies, production plating and 
maintenance or salvage plating is ac- 
complished with the same equipment; 
in other companies maintenance de- 
partments have their own plating fa- 
cilities, but generally adhere to the 
process techniques employed in pro- 
duction plating. 


Preparation for Plating 


To begin with, proper preparation 
of the part to be plated is given maxi- 
mum attention. This is because of the 
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poor throwing power of the chromium 
plating solution, and its tendency to 
emphasize any defects or surface ir- 
regularities the unplated 


on parts 


Checks, scratches ridges 
the if 
exaggerated on the surface of the plat- 
Thus it that 
the unplated part 


pits, oOo! on 


base metal will, anything, be 


ed deposit 
the 
tool be as good or better than the sur- 


IS necessary 


surface on ol 
face finish expected after plating. 
The degree of preplating surface fin- 
ish depends, 
tolerances and the degree of finish re- 
quired on the plated part. It is pointed 
out by platers with long experience 
that it is much easier to properly pre- 
pare the beforehand than to 
attempt to grind or buff away surface 
irregularities after plating. Further- 
more, grinding or buffing after plating 
may remove all the plated metal from 


of course, on permissible 


surface 


Fig. 1 (left)—Masking off 


masking tape (upper sectior 


ston in 


Muil¢ 


qin 


Dipping a hydr 


yc 
used to obt 


(right)— 
has been 


Fig 


material 


Z tor 
lean dem 


b 
a 


nasking lacq 


specific small areas, thus leaving the 
base metal exposed, and minus the 
benefits of the plated deposit. 
For ordinary what 
preplating finish is gener- 
For work, a 
preplating finish is usually 
When the plated tolerances 


narrow, 


is termed 


work, 
a “smooth 
ally used critical 
‘light buff 


spec ified 


more 


are very or when the ultimate 
in plate smoothness is desired, what is 
buff preplating 
Specifically, the 
that the 
is smooth 


A 


system employed is to specify 


‘high color 
is employed 
color buff” 
part or tool must 


as possible prior to plating 


termed 
finish” 


a 
“high indicates 
be made ; 
more 
exact 
the maximum allowable surface rough- 
ness as determined by a suitable meas- 
uring devic« 

A second major consideration has to 
do proper cleaning of the part 
to be plated. This is generally quite 


with 


heet me 


| 


tal 
unplated 


W +} + 
Note that s 


ited anc 


er 


irkation between pl ireas 





simple on production work, but in 
maintenance plating or tool salvage 
work where the part has been exposed 
to many types of soil during its serv- 
ice life, cleaning is often complex 

For production work, an alkaline 
cleaning bath, or a vapor degrease? 
using a trichlorethylene solvent solu- 
tion, will usually suffice. In mainten- 
ance work, sandblasting is often used 
to remove heavy rust, oxides and sur- 
face scale. Lighter rust accumulations 
and light scale are removed in a nitric 
acid pickling bath. 

Very few parts or tools require over- 
all plating and consequently, masking 
off of areas where no deposit is desired, 
is necessary. Several commercially 
available masking materials are used 


for this purpose including masking 


tapes that are resistant to the chrom- 
ium plating bath. Various stop-off lac- 
quers are also used. Quite satisfactory 
is an insulating wax, whose melting 
point is above the temperature of the 
chromium plating solution, yet below 
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212 deg. F., so that it can be melted 
off in boiling water. Another common- 
ly used masking technique is to wrap 
thin sheet metal around the area to be 
masked. This is held in place by fine 
wire (see Figs. 1 and 2). While the 
plating solution will seep behind the 
sheet metal wrapping, no chromium 
will be deposited on the masked-off sur- 
face. Any barrier inserted between the 
anode and work surface will effectively 
block off plating on that specific pro- 
tected area. 

After cleaning and masking, the 
parts or tools to be plated must be at- 
tached to the suspension fixtures in a 
manner to secure maximum electrical 
contact and conductivity. The current 
densities used in hard chromium plat- 
ing are very high, and poor contact 
between the part and its suspension 
fixture will not only cause inferior re- 
sults, but may cause arcing and burn- 
ing. When at all possible in aircraft 
plating work, a bolt-and-nut or stud 
bolt is used to attach the part to the 

fixture (see Fig. 3). 
When drawn tight, such 
an attachment device, 
provides contact 
pressure. 

The fixture must be 
attached to the part in 
a manner to avoid cur- 
rent density concentra- 
tions along sharp edges 
or through abrupt 
changes of sec- 
tion. Furthermore, the 


solid 


Cross 


Fig. 3—Attaching a suspen 
sion fixture and anode to a 
draw die to be hard chrom- 
ium plated. Bolt-and-nut or 
stud bolt attachment is used 
when practical to secure a 
solid contact. Anode spacing 
is critical, and is about 4- 
inch in the general run of 
work. Note rack insulation 
on cathodic portions of rack 
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Fig. 4 — This heavy 
bus installation pro- 
viding a maximum of 
contact area, furnish 
es heavy current den 
sities without heat or 
loss to the 16 - foot 
deep plating tank 
This type of equip 
ment is employed for 
plating long, thin 
parts such as shafts, 
and rods 


attachment 
be sufficiently rig- 
id to avoid tearing 
or rupture of the 
nasking material. 
Providing a low- 
resistant path for 
the heavy current 
is a 


must 


necessary 

requisite for good 

plating results. 

Anything that in- 

terferes with, unduly concentrates, o1 
by-passes this current will be reflected 
in the plating deposit. 


tool, 


Final cleaning of the part or 
after mounting it on the 
fixture, is considered an important and 
necessary process step in aircraft plat- 
ing work. This is generally accomplish- 
ed in an ordinary standard soap bath 


suspension 


This 


surface 


operated at about 180 deg. F. 
final cleaning any 
film not previously removed, and any 
dirt deposited during the masking and 
mounting operations. Only a chemic- 
ally clean surface will accept the chro- 
mium deposit in a manner to obtain 
optium results. 


removes 


Plating Procedure 


In actual plating, the part or tool is 
first given a chromic acid etch in a 
standard 33 oz./gal. chromic acid so- 
lution operated at 130 deg. F. From 1 
to 2 amp./sq. ft., reverse current, ap- 
plied at from 4 to 6 volts d.c. is used 
to etch the low carbon steels, with a 
slight increase in voltage for high car- 
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bon alloys. After etching, the part is 
placed in a standard chromium plating 
solution. 

Temperature 
concentration highly 
critical by platers, and 
every effort is made to keep both with- 
in specification requirements. Auto- 
matic temperature control devices are 
generally employed to maintain the 
desired solution temperature. Chemical 
analysis at frequent intervals aids the 
plater in maintaining uniform solution 
concentration 

In most routine plating work, cur- 
rent densities of around 300 amperes 
per square foot of work surface are 
maintained during the first hour of 
plating, then this density is tapered 
off so that plating progresses at the 
approximately 0.001 
plated deposit per hour. Operators ad- 
vise against the plating of very small 
parts 


and solution 


considered 


control 
are 
experienced 


rate of inch of 


alongside large parts as the 


smaller units will attract greater cur- 
rent density. 
Despite has 


contrary opinions, it 
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been found completely practical to re- 
move parts from the plating bath dur- 
ing plating to check them for size and 
inspect the progress of the deposit. 
This is practiced continually in air- 
‘raft plating where the best possible 
results are demanded. It is also prac- 
tical to insert new work along with 
partially plated parts, but this must 
follow a definite procedure. 

The unplated part is first put into 
the plating bath and allowed to come 
to bath temperature. The current is 
then increased to “start plating’ den- 
sities of around 300 amperes per square 
foot of work surface, but as the cur- 
rent cannot be reversed at this point 
for last minute cleaning (due to the 
partially plated parts present), the 


Fi 5—Work bench in a modern chromium platin ob shop 
g g ) 


new work should be transferred to the 
anode for from 20 to 30 seconds. It is 
then returned to the cathode bus and 
plating procedes as usual. 

Despite the tendency toward strict 
formula plating, a few special tech- 


niques are sometimes employed. This 


generally happens in conjunction with 
salvage and maintenance plating. Cast 
iron tools or parts, for example, must 
be hit hard at first to start even over- 
all plating at the same time. This is 
accomplished by increasing the initial 
plating current density. Exactly how 
much to increase it depends upon the 
part and the experience of the oper- 
ator. 

Some parts or tools may have deep 
areas that require 


slots or recessed 


Note extensive array of anode 


shapes, masking tape, deflection screens, and so forth. These racks have each been designed for 


one specific part, or several that are quite similar 


Perhaps the greatest single factor in success 


ful hard chromium plating is that of proper rack design 
(All photos by author.) 
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LIGHTWEIGHT... NON-CORROSIVE 


[LITE LAMINEX TANKS 


Udylite Laminex tanks 
of molded fiberglass 
have many of the ad- 
vantages of aluminum 
or stainless steel yet 
cost less. 


In addition to this im- 
portant low initial cost, 
Udylite Laminex tanks 
have these unique 
features 


Non-corrosive inside and out. They’re easy to 
clean, too. 
Electrically non-conductive. 


Extremely lightweight. A 2’x2’x3’ tank weighs 
only 60 lbs.! 


If accidentally damaged, can be quickly and 
easily repaired, in place. 





Capacities are from 25 to over 500 gallons, and 
depths up to six feet are available. 


For full information on 


THE 
@ prices and sizes, call your 
uy rr (= Udylite Technical Man or 


write direct. THE UDYLITE 


CORPORATION CORPORATION, DETROIT 11, 
DETROIT 11. MICHIGAN MICHIGAN. 
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two to three times normal plating cur- 
rent density to obtain a satisfactory 
deposit. These hard to hit areas may 
be effectively plated by reducing fix- 
ture anode spacing to about ;,-inch, 
rather than the normal 44-inch spac- 
ing. Here again operator experience is 
almost a necessity to obtain the best 
results. No definite figures for 
spacing are available, and spacing re- 
quirements vary with the character of 
the surface to be plated. 

As might be expected, the extreme 
hardness of the chromium deposit im- 
parts a tendency toward brittleness. 
When operating under load in the as 
plated condition, chipping ov spalling 
of the deposit, especially on sharp cor- 
ners and edges, is very likely to occur. 
This natural brittleness is further ex- 
aggerated by hydrogen embrittlement 
during plating. This phenomenon is 
more severe in chromium plating than 
in most other plating operations due 
to the relatively low efficiency of the 


anode 


chromium plating solution which re- 
sults in an excessive formation of hy- 
drogen gas. 

In the aircraft industry, or in job 
shops supplying the aircraft industry 
with chromium plated parts, a hydro- 
gen embrittlement relief heat treat- 
ment is employed on all high carbon 
and cold rolled steel parts. This is ac- 
complished by heating the plated parts 
for about three hours at 375 deg. F 
While the heat treatment does not re- 
duce the brittleness of the plated met- 
al itself, it removes the brittleness from 
the underlying surface of the base met- 
al by driving off the hydrogen gas. 

A good stripping bath should be kept 
handy in every chromium plating de- 
partment. This bath will serve two pur- 
poses—-to strip defectively plated parts 
for replating, and to remove old chro- 
mium plate from and mainte- 
nance parts that need replating. It is 
not advisable to apply new plate over 
old. An effective stripping bath is com- 


tools 
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BOND TACK CLOTH 


STAYS SOFT AND TACKY — 
A SPECK-FREE FINISH EVERY TIME 
Now Available in Rolls or Cut Bulk——White or Gold 
In Three Different Types of Cloth 
Get your Tack Cloth packed just the way it's easiest for you to use 


either in 150 yard rolls of 36’ 
100 or more Tack Cloths to the carton 


wide cloth or in handy cartons 


IN ROLLS 
Cut off any size piece 
to use as needed. 


No matter which way you buy it, you can be sure that every 
square inch will stay SOFT and TACKY until the very last bit is 
used up! 

The Cut Bulk size is 18°’ x 36 folded to 4'/2"’ x 18"' for ease of 
handling. ALL BOND TACK CLOTH is Spontaneous Combustion 
Proot, Lint-Free and Wax-Free. Gives a sparkling speck-free Finish 
every time. Clean and sanitary. No waste 


TRY THEM and COMPARE RESULTS. Samples Gladly Sent Upon Request. 


BOND CHEMICAL PRODUCTS CO. 


“The Tacky Wiper Specialists’’ 
2639 N. CLYBOURN AVE. CHICAGO 14, ILLINOIS 


| sien cael 





IN ALSO INDIVIDUALLY PACKED IN GLASSINE ENVELOPES 


144 to the Carton 
Cut and folded. 
Ready to use. A WARRANTY OF SATISFACTION IN EVERY CARTON 
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STAINLESS 
STEEL 


BLATECOILS 


AREPLACE PIPE CONS) 


a SAVE YOU 50% in TANK HEATING 
and coo ooling 


You SAVE 50% in tank SPACE 


A 22” x47” Platecoil 
surface as 32 ft. of 114” 
about 50°; 
your tank, 


You SAVE up to 50% in initial COST 


Stainless 
50° or more below the cost of equivalent pipe coil. 
Less time is required to install Platecoil with corre- 
sponding saving in installation labor. 


LESS WEIGHT to handle 


Weighing only about half as much as equivalent pipe 
coil, Platecoil is easy to handle. 


You SAVE 50% in maintenance LABOR 


The Platecoils can be replaced it: a matter of minutes 
and without emptying the tank. 
workmen to get inside the 


The initial cost of 


You have 50% 


Send for complete 
technical manual and 
descriptive Bulletin 
No. P50. 


gives 
pipe. 
over equivalent pipe coil in space inside 


tank, 


the same heat transfer 
Platecoil thus saves 


Steel Platecoil is often 


There is no need for 


BLATECOIL 


KOLD-HOLD MFG. CO. 


LANSING 4, MICHIGAN 








TANK MAINTENANCE WITHOUT 
LOSS OF SOLUTION 


There is no need for workmen to get 
inside the tank in order to make 
replacements or repairs A Platecoil 
can be removed in a matter of min 
utes with the solution still in the tank 


LITERATURE 
The new Platecoil Bulletin furnishes 
a complete description of the Plate 
coil method of tank heating. Write 
for your copy today. 


HIGH BTU TRANSFER 
More prime surface of Platecoil can 
be installed in a given area than can 
be obtained with pipe coil Thus a 
more compact Platecoi!l unit provides 
much greater BTU transfer per unit 
area than can be obtained with pipe 
coil. Quick 


mean more hours of pro 


starts in heating tank 
solutions 


ductive time 


Stainless 
Steel 
Piatecoils 
Available 
Now! 
LOW FIRST COST 


The initial cost of Plate 
coil is often 50% of 
more below the cost of 
equivalent pipe coil de 
pending, of course, on 
the materials used in 
construction 


EASY 
INSTALLATION 


By the use of ‘‘quick 
change hangers’’ Plate 
coil installations can be 
made in open tanks in 
one-half hour or less by 
one man and a helper 


NO THREADED 
JOINTS IN TANK 


The entire Platecoil is 
electric weided and 
pressure tested. There 
are no joints to corrode 
or leak. Both connec- 
tions to the Platecoil 
can be located above 
the liquid level where 
there is no danger of 
thread corroding and 
freezing. 


GREATER 
TANK CAPACITY 


A 22’ x 47°’ Platecoil 
gives the same _ heat 
transfer surface as 32 
feet of 1'/2‘' pipe. This 
pipe requires a space 
approximately 30° x 
60''. Platecoil thus saves 
about 50% over equi 
valent pipe coil. 


WEIGHS 
50% LESS 


Weighing only about 
half as much as equi- 
valent pipe coil, Plate 
coil is easy to handle 
A whole maintenance 
crew is not needed to 
transport and _ install 
Pipecoil 


Kold-Hold Manufacturing Company, Lansing 4, Michigan 
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SEAMLESS PRESENTS 
The Fastest - Sticking 
Masking Tape 
Available -~ 


F.0.S. 


Controlled tests prove SR-660 
F.O.S. Paper Masking Tape 
sticks 50-100% faster than 
leading competitive brands! 


SR-660 F.O.S. Paper Masking Tape 
sticks to a surface, on contact. It 
is without comparison. Strong, 
tenacious, easy to apply, it is tnin, 
workable, with high non-staining 
characteristics. There’s nothing 
like it! 
For authoritative advice on indus- 
trial tape problems, for samples, 
prices, catalogues, write Seamless— 
the originators of pressure- 
sensitive industrial 
tape. 

FINEST QUALITY 

SINCE 1877 


INDUSTRIAL TAPE DIVISION . 
THE SEAMLESS RUBBER 
COMPANY 


_ NEW HAVEN 3, CONN., U.S. A. 
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posed of a sodium hydroxide solution 
operated at about 100 deg. F., and em- 
ploying reverse current at 4 to 6 volts. 
This bath is employed in the Douglas 
Aircraft Company plating department, 
and has proved highly efficient in strip- 
ping operations. 

Despite the utmost care in prepara- 
tion of the part prior to plating, a cer- 
tain amount of grinding or buffing will 
have to be done on some of the work. 
In grinding, a softer, somewhat more 
free-cutting wheel should be used than 
is employed for grinding hardened too] 
steel. Alumnium oxide has proved to 
be an excellent abrasive for plated 
chromium. The wheel should be as free 
as possible from iron oxides, and 80 to 
100 mesh abrasive has been found sat- 
isfactory for most work. 

In plating cutting the 
should be sharpened prior to plating 
This sharp edge will be maintained 
throughout the plating and 
subsequent sharpening will not be nec- 
essary. Evenworn mill files, if properly 
cleaned, can be chromium plated to 
give them renewed usefulness. The de- 
posit exaggerates the slightly worn 
fii roughness, thus restoring the or- 
iginal cutting roughness required for 
good work. 

In very brief summary, the autho) 
wishes to point out that no attempt 
has been made in this article to de- 
scribe the hard chromium plating proc- 
ess. Rather, the remarks and precau- 
tions set forth pertain to use of this 
process in the aircraft industry where 
optium results must be obtained. It 
goes without saying that the 
careful techniques and attention to de- 
tail will aid others in improving their 
hard chromium plating. 


tools, tool 


process 


same 





For further information on 
any product mentioned in this 
issue—use the READER SERV 
ICE CARDS between the covers. 
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COSMOLINE COATED GUN 
COMPLETELY DEGREASED 
IN LESS THAN 4 MINUTES 


Four 20 mm. guns i420) 7: | | ep nt 
clean, dry condition, 

ready for subse- 

quent operations. 


WITH A PHILLIPS Zéecivevaror DEGREASER 


heavily coated 
with Cosmoline 
are lowered into 
the degreaser. 





Here was a really tough metal cleaning problem. Cline Electric 
Mfg. Company, Chicago, had to remove Cosmoline from a large 
quantity of 20 mm. guns before going ahead with modification oper- 
ations on the guns. Estimating that other cleaning methods would 
take about 2 hours per gun, Cline purchased a Phillips electric 
batch-type degreaser to handle the job. Asa result 
sixteen guns are being degreased per hour at a QUI 
savings of 85% on cleaning costs per gun. Cline S SEND FOR YOUR = 
: FREE COPY OF = 

reports that the degreasing operation thoroughly NEW 
prepares each gun for subsequent operations. le ILLUSTRATED 

Here is another instance of how Phillips DEGREASER 
degreasers cut manufacturing costs through faster, 
more thorough, more economical metal cleaning. 
If you have a degreasing problem, check with 
Phillips. Our engineers will be glad to recommend J} bP) 
the right machine for your job from Phillips’ a 
“Ee line of standard degreasers. bi ?| 

SERVI 





3457 TOUHY AVENUE . CHICAGO 45, ILLINOIS 
[Phi tllips MANUFACTURING COMPANY 
ENGINEERED METAL CLEANING EQUIPMENT 
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Tin-lead anodes better 
for chromium plating 


Experience shows that tin-lead alloy as- 
sures long service in chromium plating 
solutions. It provides better resistance to 
chromic-acid attack over a wide range 
of operating conditions. Unichrome 
Anodes not only use solid tin-lead alloy 
throughout, but also have fused-on cop- 
per hooks designed for maximum con- 
ductivity; and a body with ample area 
and thickness for good current distribu- 
tion and cooler operation. 


COPPER PLATING 
PROCESS IMPROVED 


The wide current density range at which 
the Unichrome Pyrophosphate Copper 
Process plates smooth and fast is main- 
tained over long periods of continuous 
operation by an improvement in its 
makeup. 

In addition, this process continues to 
solve other plating plant problems. It 
can be used in plastic lined tanks for- 
merly used for nickel. It can be plated 
directly with chromium, with only sim- 
ple buffing or chemical polishing if 
needed. It contains no cyanide to dis- 
pose of. 


LULU TEA 





By compensating — 


romium Platin 


@ Despite scarcities, many products still 
offer the powerful appeal of a good qual- 
ity chromium finish. One method for 
producing such a finish offers substan- 
tial advantages. Corrosion resistance is 
achieved with alternate materials —cop- 
per for the undercoat, organic coating 
for a topcoat. As for the chromium it- 
self, better, faster plating is being ob- 
tained with the Unichrome S.R.HS. 
Chromium Bath. 


PRODUCTION ADVANTAGES WHEREVER USED 


Many plants are plating to specifications 
with Unichrome S.R.H.S. Chromium 20 
to 80% faster than with the ordinary 
chromium bath — and with less trouble. 
Self-regulating, it minimizes control and 
maintains top throwing power. With 
wider bright plate range, it avoids re- 
jects due to “burning” or “missing.” 
Recent reports give some idea of the 
great improvements this bath has worked 
on production, costs, and results: 





ZINC FINISH STAYS BRIGHT AS CHROMIUM 


Zine plate, when chemically treated in 
Unichrome Clear Dip and then fortified 
with a Unichrome Clear Enamel, pro- 
vides a substitute finish which can sat- 
isfy exacting requirements. The Clear 
Dip forms a bright-as-chromium finish 
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UNIAN 


integral with the zinc, while the clear en- 
amel adds extra wear and corrosion re- 
sistance to this protective finish without 
detracting from its brightness. This fin- 
ishing system is in widespread use today 
on zinc die cast and steel products. 
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COATINGS for METALS 


Metallic... . Organic .. . Decorative Protective 


UAT TU UU UU AULIWULIUUI.ULULEUNEALUESUE UU 


for nickel with other materials 


Still Gives a Lasting Finish 





Fishing line guides are 
plated in 2/3 the time 
by S.R.H.S. Chromium, 
and with better cover- 
age and brighter plate. 
By using this bath, 
another plant doubled 
capacity for plating 
various parts includ- 
ing zine die castings— 
and eliminated the 
former need for spe- 
cial racking. Compa- 
nies report savings in 
bath maintenance, too. 


A GOOD COPPER UNDERCOAT 


Copper plating on zinc die castings and 
steel contributes to corrosion resistance, 
and to a brighter finish. Copper deposit- 
ed from the Unichrome Pyrophosphate 
bath makes an excellent base for the 
chromium. If base metal condition and 
quality requirements permit, it needs no 
buffing or chemical polishing. If not, it 
can be easily polished either way. 


CLEAR “ENAMELS” COMPLETE THE SYSTEM 


Unichrome Clear Coatings were devel- 
oped especially for use on plated and 
polished metals. They add extra protec- 
tion without detracting from brightness. 
Baked on Coating B-115, while virtual- 
ly invisible, protects against moisture, 
handling, corrosives, and wear. 
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For an air dried or force dried finish, 
Unichrome Coating A-140 provides cor- 
rosion-resistance comparable to many 
coatings that are baked. 

Unichrome Coating B-159 also gives 
outstanding service. A well known man- 
ufacturer for instance, is using it on 
chromium plated refrigerator shelves 
and is getting not only superior protec- 
tion but also twice the film thickness at 
half the cost of the coating formerly 


used. * * + 


Write or phone for more information. 


UNITED CHROMIUM, INCORPORATED 

100 East 42nd Street, New York 17, N. Y. 

Detroit 20, Mich. * Waterbury 20, Conn. 

Chicago 4, Ill. * Los Angeles 13, Calif. 
In Canada: 

United Chromium Limited, Toronto, Ont. 
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Take your problems to DeVilbiss 
Many firms rely on DeVilbiss as their source of finish- 
ing know-how. They find in DeVilbiss technical service 
and quality products, opportunities to improve both 
their product and processes at reasonable cost. 





* 
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1 

; 
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DeVilbiss automatic guns are an integral part of the electrostatic 
Spray set-up installed by an important auto parts manufacturer, 
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LET DEVILBISS HELP YOU SELECT 
THE PROPER SPRAY METHOD FOR YOUR JOB 


Electrostatic, manual, automatic, 
steam or hot material—our broad 
experience covers all spray-fin- 
ishing methods in every industry 
and under many and varied 
conditions. 


The proper spray method may 
mean the difference between 
profit and loss in your finishing 
department. 

We know you'll find DeVilbiss 
ideally equipped to help you. 
We have extensive research fa- 
cilities, a skilled technical staff, 


over 63 years’ spray-painting 


experience, and no_ prejudices 


regarding one spray method over 


another. 


If you would like expert 
advice on new finishing prob- 
lems, or if you believe present 
facilities can be improved, 
phone our nearest branch office 
or write us. We welcome the 


opportunity to serve you. 


REBUILT EXCHANGE UNIT 
DEVILBISS 


Ce, 

Daisece st 
Now exchange worn-out euns, 
bare compressors for guaranteed 
factory-rebuilt units! Saves delay. 


Nominal charge. 


THE DEVILBISS COMPANY, Toledo, Ohio 


Windsor, Ontario @ London, England ¢ Santa Clara, Calif. 


Branch Offices in Principal Cities 


FOR BETTER SERVICE, BUY 


DeEVILBISS 
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Performance of Pretreatment Primers 


as Revealed by 


Accelerated Weathering Tests 


T is difficult to evaluate paint or 
enamel] finish systems from accel- 
erated laboratory tests. To enable 
the latter to be sufficiently rapid 

for reasonably quick decisions to be 
made, practical conditions to which 
the finish may be subjected in service 
have to be accentuated appreciably. 
These variables may include heat, hu- 
midity, wetness, or atmosphere con- 
taining salt or other chemicals. Fur- 
ther, the conditions imposed may entail 
one of these factors, or two or more 
combined. Conditions of service life can 
never be foreseen exactly, and more- 
over, the same equipment can experi- 
ence different conditions in one en- 
vironment from what it does in 
anotuer. Again, an artifically elevated 
temperature, humidity or other condi- 
tion may quite rapidly cause disinte- 
gration of a finish whereas long expo- 
sure under less severe conditions may 
be without harm: further, the results 
obtained may bear no relationship to 
performance in the field. 

In consequence, it is generally agreed 
that finish quality can be determined 
best from experience. Nevertheless, 
much invaluable information is ob- 
tained from accelerated 
tests, particularly if the results ob- 
tained and conclusions drawn can be 


corrosion 
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assessed in due course against actual 
performance. Not only are such tests 
necessary for making initial decisions, 
but they are also indispensible for 
quality control procedures as applied 
to the paint raw materials and the 
finishing techniques during the manu- 
facture of the finished product. 

The merits of the pretreatment of 
self-etch primer of the two-solution 
polyvinyl butyral  resin/phosphoric 
acid type as the foundation for adher- 
ent and durable coatings of paint and 
enamel in industrial finishing have 
been established by test procedures in- 
corporating mild and severe hot hu- 
midity, salt spray and open atmos- 
pheric conditions. The indications from 
the limited number of years of service 
since these media became available 
and adopted, are that these special 
primers represent a notable contribu- 
tion to the production of serviceable 
finishes. The from the tests 
enumerated been borne out in 
practice. 

In the following, an examination of 
test panels by means of the ‘‘weather- 
ometer” is dealt with, a commercial 
pretreatment primer being used. The 
daily cycle was as follows: 

1. A period of 17 hours with exposure 
to the light from a carbon are and 


results 
have 
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PEEL SPRAY-BOOTHS CLEAN 


LIQUID ENVELOPE 


Aviation Lubricants Co., 
Calif. 

General Spray Equipment Co., 
Boston, Mass. 

Bay State Spray Equipment Co., 
Springfield, Mass 


Lea Manufacturing Co., Waterbury, 


Conn. 
Edgcomb Steel of New England, 
Milford, Conn 
Kellermann Paint Co., 
New York 


Grapek Paint Co., Newark, N. J. 
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San Diego, 


New York, 


Good men are hard to get today. Why waste their time and 


your money—on the “‘jack-ass labor’ job of scraping down 
spray-booths? Keep your booths clean, firesafe, better illu 


minated, better ventilated by using “LIQUID ENVELOPE”, 


Simply spray on with your regular spray-equipment. When 
overspray accumulates, break film and peel off in great big 
sheets, Takes only a few minutes for a 12 x 12 booth. Actually 
costs less than the hand-labor way. Order a 5-gallon Test 
Sample (Drum Lot Price on test-sample order!) 


ams 


DISTRIBUTED BY 
H. J. Gettemuller Co., Inc., 
Baltimore, Md. 
R. W. Renton Co., Cleveland, Ohio, 
Indianapolis, Ind. 
Supplee-Biddle-Steltz Company, 
Philadelphia, Pa. 
Dean & Barry Co., Columbus, 
Vic Miner Co., Toledo, Ohio 
Abrasive & Supply Co., Detroit, 
Mich. 

Melson Industrial Supply 
Grand Rapids, Mich. 
O'Donohue Sales Co., Milwaukee, 

Wisconsin 


Paints & Lacquers, Inc., Chicago 
Illinois 

Tanner & Co., Indianapolis, Ind 

Metal Goods Corp., St. Louis and 
North Kansas City, Mo.; Dallas 
and Houston, Texas; Denver, 
Colo.; New Orleans, La.; Tulsa, 
Oklahoma. 

Hubbard & Stau, 

The Plastic Paper Co., 
Calif. 

C & H Supply Co., Seattle, Wash. 

Hugh Russel & Sons, Ltd., Montreal 
and Toronto, Canada 
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Ohio 


Los Angeles, Calif 


Los Angeles, 
Corp., bas 9 
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with light water spray at intervals 

of 20 minutes. 

A period of 3 hours with heavy wat- 

er spray. 

A period of two hours freezing to 

just below zero (23 to 32 deg. F.). 

A two-hour recovery period during 

which the panels could be examined. 
The specimens concerned were sub- 


Table I. 





CODE LETTERS USED FOR VARIOUS 
FINISHED PANELS 


MATERIAL 
Aluminum Sheet 
60/40 Brass Sheet 
Mild Steel Sheet 
Hot Tinned Mild Steel 
Zinc Plated Mild Steel 
Cadmium Plated Mild Steel 


CHEMICAL PRETREATMENT 
None 
Phosphatizing 
Chromate Pickling 
PRIMER. 
None 
Aluminum Cellulose Lacquer 
Red Oxide (baked) 
Pretreatment etch primer 
FINISHING ENAMEL 


Celllulose 
Baking 











mitted to 30 such cycles. The various 
finishes were represented in duplicate 
panels, finished on one side only. All 
the panels were thoroughly cleaned to 
receive the enamel finishes, and, after 
finishing, were allowed about a month 
to fully mature before testing. Two 
scratches intersecting at an acute 
angle were made through the finish to 
the base metal, with the object of ac- 
celerating the deterioration of the fin- 
ish from the center of the panel as 
well as from the cut edges. 

The range of metals 
tests covered aluminum with and with- 


used in the 
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out the chromic/sulfuric acid pretreat- 
ment, commercial brass sheet, mild 
steel sheet with and without an im- 
mersion phosphatizing, tinned iron or 
tinned steel sheet processed by the hot 
tinning method, and mild steel zinc 
or cadmium plated, both with or with- 
out phosphate pretreatment. 

The finishing enamels covered were 
a baking synthetic urea/alkyd resin 
type, baking 30 minutes at 250 deg. F., 
and an ordinary grade cellulose enam- 
el. These were tested with and without 
primer, the latter being a red oxide 
modified alkyd type baking 30 minutes 
at 250 deg. F., an air drying aluminum 
powder pigmented cellulose medium, 
and the pretreatment etch primer, 
which was baked for 15 to 20 minutes 
at 250 deg. F. The aluminum cellulose 
first coating medium was included be- 
cause experience has shown in the past 
that, when a cellulose finish is essen- 
tial, this is the best priming to employ 
to give reasonable adhesion to the fin- 
ish after the normal ageing influences 
of hard service conditions. It performs 
quite well on steel, brass, tinned iron 
and zinc. 

Table I lists the code lettering to 
indicate the metal, pretreatment, pri- 
and finishing enamel, and Table 
II shows the test results. 

As a result of the test, all the fin- 
ishes lost gloss and chalked to a con- 
siderable degree. This was more mark- 
ed with the cellulose enamels than with 
the baking varieties, and all samples 
were considered to have behaved well 
under the conditions in relation to the 
nature of the base metal and finishing 
scheme. 

On the aluminum specimens, there 
was loss of color and gloss resulting 
from chalking, but the enamel film 
was still firmly adherent to the base 
metal. No other film defects developed, 
such as cracking, blistering or flaking. 
Very little corrosion was apparent in 
the cross-scratches. 

On brass, the condition of the enam- 


mer 
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IF YOU PRODUCE PARTS THAT REQUIRE 
FINISHING OF ANY KIND... 


An example of Super- : 
this 22 page booklet is guaranteed to open your 


sheen superiority. 
This advanced design eyes! It gives you the inside story of advanced 
barrel handles micro- barrel finishing as never told before! 


finishing of small pre- 


COMPLETE CATALOG... 


cision parts with same aee ; 
P of America’s most complete line of advanced barrel 


case of fast ting ie . : 
ee ee ee finishing equipment. A// types! Barrel sizes range 


down of larger cas from 8x 16" to 30x60". All-Mechanical loading 


SUPERSHEEN 
MODEL DB-200 ‘8°: forgings, etc. 


Why worry about man power shortages 
and high-cost labor? These two BIG 


and unloading equipment, separating and storage 
equipment, etc. For large and small plants. 


; 


AMERICA’S LARGEST MANUFACTURER OF ADVANCED BARREL 


PROBLEMS are now being solved by 
large and small manufacturers with Super- 
sheen Advanced Barrel Finishing Equip- 
ment. A SINGLE UNIT INSTALLA- 
TION REPLACES FROM 2 TO 12 MEN; 


savings run as much as 95% under for- 


FOR THE FINEST FINISH EVER... 

Almco Supersheen Abrasive Chips and ‘Concen- 
trated” Compounds. For any and all types of barrel 
finishing! Catalog gives specific data on the in- 
dustry’s most complete line of barrel finishing materials. 





mer finishing methods. Mail coupon at r 
right for complete information 


FREE SAMPLE PROCESSING 


QuweSupersheen 


FINISHING EQUIPMENT — MATERIALS AND COMPOUNDS 
ALBERT LEA, MINNESOTA 


Send me the above 3 catalogs at once 


i ALMCO SUPERSHEEN Pept. A-11, Albert Lea, Minnesot 


MAIL 
couPoNn Now / 


NAME 


ADDRESS 
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Some of our customers make products of outstanding 
beauty. Others make machines that undergo terrific 
abuse. However, these customers have one thing in 
common...they have the advantage of using indi- 
vidualistic coatings prepared to their specifications along 
with the know-how of our experienced technicians. 
For a finish that will meet your requirements for 
attractiveness, stability, and genuine satisfaction, let 
us supply you. Write us regarding your problems. 


é3 if Research, Quality, Seruice 


UL 


Affiliate 
GORDON BARTELS CO. ROCKFORD, ILLINOIS 
Roller Coating Specialists 


/ se A 
4 3 SP ES » Po, on ton 
Nasa 402€1A4 Oy | wtectiue and Decorate C aalings 
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el films was closely similar to that on 
aluminum. 

On steel, heavy rusting occurred in 
the scratches but was confined to them 
and did not spread back beneath the 
finishes; otherwise, the appearance 
was similar to that of the aluminum 
specimens. 

On the tin, zinc and cadmium coated 
steels, the condition was the same as 
on the brasses; namely, with more loss 
of gloss to the cellulose than to the 
baked finishes. Some corrosion of zinc 
and cadmium occurred along the 
scratches. 

The serviceability of the enamel fin- 
(the 30 days’ cyclic testing is 
generally deemed to be equal to 18 
months continuous exposure 
with extremes of temperature and hu- 
midity) was also shown by the condi- 
tion of the metal underneath the enam- 
el coating compared with that on the 
reverse side of the panels. The back 
of the steel was very heavily rusted, 


ishes 


outside 


including the phosphatized specimens, 
the zinc plate was heavily corroded 
and spotted with rust, the tinplate was 
spotted and lined with rust, the cad- 
mium plate was appreciably corroded, 
the aluminum considerably whitened 
with corrosion product, and the brass 
badly stained. 

The most critical assessment of the 
performance of these finishes unde 
test was made by scratch and bend 
tests on the panels at the end of the 
test period. The results from this eval- 
uation are shown in Table II, and these 
are briefly commented upon below un- 
der the heading of each base metal. 

Aluminum. Only baked schemes 
were examined. Primer and_ finish 
enamel performed badly under scratch 
and bend conditions, this applying to 
both plain and chromatized aluminum. 
One coat of enamel straight on the 
chromated surface, however, was very 
good while the etch primer resulted in 
a perfect job in both cases. The pre- 





Precision 


SURFACE FINISHING MACHINES 


With adjustable, abrasion-proof 
hydraulic controls permitting rapid 
change of variables, these machines 
assure quality surface finishing on a 
production basis. With magnetic or 
vacuum chuck, Clair Machines are 
custom-built to solve your surface 
finishing problem. 


t 


WAI 


MANUFACTURING CO., INC. 
Specialized Machine Equipment For Glazing and Polishing Operations 


OLEAN, N. Y. 
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FOR SURFACE FINISHING 


Name and Kick Plates 
Decorative Hardware 
Stampings ® Trays 
Screw Drivers 
Chisels © Pliers 
Saws ® Wrenches 
- Compacts @ Fan Blades 
: Cigarette Cases 
Fine Silver 
Surgical Instruments 
Flat tron Sole Plates 
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PAINT FAILURE 





Can wreck 


your products 
reputation £ 


... better use BONDERITE under the paint 





heavily in the public's 


Not only how it 


Appearance counts 
judgment of your product 
looks when new, but how it looks after years 
of service . . . Bonderite, under the paint of 
your metal products, can make the difference 
between a “thumbs up” and a “thumbs down” 


judgment 


Bonderite, Parker's corrosion resistant paint 
base, preserves the good looks of the nation’s 


finest painted metal products. By creating a 


*Bonderite, Bonderlube, Parco, Parco 
Reg. U.S 


Lubrite 


2172 E. Milwaukee Ave., Detroit 11, Michigan 


BONDERITE AND BONDERLUBE 
aids in cold forming of metals 


BONDERITE —corrosion 
resistant paint base 


1952 


tight coating of nonmetallic phosphate integral 
with the metal, it gives paint a secure anchor, 
resists corrosion and prevents the spread of 
finish failure if the paint is accidentally 
scratched or broken 

Bonderite adds value out of all proportion 


to 1t$ COSt 
Your painted metal product should have 
Write 


Bonderite-protection today for full 


information 


Pat. Off 


FIRST 


PARKER RUST PROOF COMPANY Cin the fieldisince 


‘ 
’ 
. 


‘PARCO LUBRITE—wear 
resistant for friction surfaces 


PARCO COMPOUND 
rust resistant 


PRODUCTS FINISHING 


53 





SAVE 6 WAYS 


WITH THE NEW 


LEAD SHEATH 


ELECTRIC 
HEATERS 


Standard models cover 
range of 1000 to 5250 


i 
| 
i 
1 


| TYPE OBL 
| OVER-SIDE 
HEATER 








U 








bw) 








© 


Save on first cost. Compare Thermalink's 
low prices. 


Save on installation. Elements fit over side 
of tank, require no fastenings. 


Save on maintenance. Elements designed 
to give better, longer service. Have extra 
thick lead sheaths. 


Save replacement costs. Should damage 
occur, heating tubes are individually re- 
placeable. 


Save space. Occupy minimum tank space. 
Designed to fit flat against tank wall. 


Save time. Elements are convenient to 


handle, require less time to clean. 


ASK FOR DATA SHEET OBL-152 


A 
Roh 


ROAD 


SILVER SPRING, MARYLAND 
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primer has outstanding 
merit here. 

| Brass. This is perhaps the most dif- 
| ficult metal to finish. The etch primer 
| did not give perfect results, but showed 
| substantial superiority over the oxide 
primer in the baking scheme, and over 
the aluminum powder primer in the 
| air drying cellulose finish. It therefore 
| possesses advantages for brass. 

Steel. The etch primer and baked 
|; enamel showed superiority when com- 
| pared with phosphatizing and enamel, 
; red oxide primer and enamel, or phos- 
| phatizing, red oxide and enamel. Etch 
| priming on the phosphated surface was 
| not very good. 

The etch primer applied to clean 
| steel thus showed better performance 
than phosphatizing or red oxide pri- 
mer, or a combination of the two, as 
a basis for subsequent baked enamel. 

Tinned Steel. On the tinned surface, 
red oxide primer showed up very fa- 
vorably as the base for baked enamel, 
but etch primer was better. For cellu- 
lose, the etch primer was superior to 
ithe aluminum powder primer. The etch 
'primer is thus outstandingly good in 
this section. 

Zine coated steel. The adhesion of 
baking enamel on the zinc is shown to 
{be poor, and the red oxide primer in 
no way assists. Phosphatizing gives 
|some improvement but the etch pri- 
mer results in an almost perfect job. 
With the poor cellulose finishes the 
etch primer assists materially. 
| Cadmium coated steel. Normal me- 
dia do not give permanent adhesion to 
cadmium plating. The baked enamel 
direct or over red oxide primer is very 
poor indeed; phosphatizing is shown 
to assist appreciably, but the etch pri- 
mer results in an almost perfect finish. 

The same result is seen with cellu- 
lose enamel on cadmium, the etch pri- 
mer solving a difficult problem. 

From this fairly comprehensive test 
series, which covered quite a wide 
range of base metal surfaces, the pre- 


treatment 
| 
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Tuvestigate 


COMET 


BUILT TO MEET MODERN 
INDUSTRIAL REQUIREMENTS 
For Continuous Heat Service up 
to 150 Pounds Steam Pressure 


Horizontal Type 


Ceiling suspension type with heavy duty 
welded steel fin-and-tube heating ele- 
ment. The rugged arc-welded construc- 
tion outperforms and outlasts heating 
elements made of thinner non-ferrous 
metals. Avoids their expansion-contrac- 
tion faults, yet has the same BTU effi- 
ciency. Ten basic sizes with capacities 
from 30 Mbh to 490 Mbh. Totally 
enclosed motors. (Extra heavy non- 
ferrous coils also available.) 


Vertical Projection Type Also Available 
For efficient heating from high-ceiling 
areas—for door heaters over small 
openings—or where the horizontal type 
Comet Heater is not applicable. Ten 
basicsizes;capacitiesfrom 27 to332Mbh. 


Write for Bulletins 
No. 513 Horizontal Type 
No. 484 Vertical Type 


ag TS on temrareme sme eee 


FACTORY, LAPORTE, INDIANA 


November, 1952 PRODUCTS FINISHING 55 





For fast cutting on 
all metals, especial- 
ly stainless steel. 
Type No. 302, all 
dia., 6‘ - 18’, 


Use Type 302 
CHURCHILL FINGER BUFFS* 


for Cutting-down 
Stainless Steel Faster .. . 


Fewer sections required 
per inch of face and each 
section costs less. Im- 
mediate savings. 
“Vacuum-ventilation”  ac- 
tion sucks cooler air to 
the work as each buff 
finger becomes “‘self-air- 
cooled”. Won’t burn. 


Cloth folds on face of buff 
finger retain more com- 
pound. Terrific striking, 
cutting, force of many 
fingers. Finger-Buffs* do 
cut faster! 

*Churchill Finger-Buff, Trademark reg. 


REPRESENTATIVES IN PRINCIPAL CITIES 


Geo. R. Churchill Co., ine. te 


Dept. PF, North Quincy 71, Mass. 
Please send me FREE Catalog and 
complete information. My special 
buffing problem is 
Name Title 
Firm 
Street 
City Zone State 


Ln ae aa om coe oe oe oe 
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treatment etch primer in no case fail- 
ed, nor was its performance excelled 
by other treatment, and in fact in only 
one instance (baked enamel direct on 
chromatized aluminum) was its dur- 
ability equalled. These agree 
with, and confirm, those obtained un- 
der other test conditions such as hot 
humidity, mild humidity, salt spray 
and open atmospheric 

The versatility of the etch primers 
make them attractive as a sound 
proposition to many industries, those 
concerned with a single metal, those 
with a wide range of metals and those 
dealing with a miscellany of compon- 
ents any one of which may be an as- 
semblage of metal types. Aluminum 
steel combinations; zinc coated steel 
welded to plain steel; steel having 
brass bushings or the like: aluminum 
die castings having bronze or brass 
inserts: zinc castings with steel in- 
serts; these are some examples upon 
which satisfactory enamel finishes can 
be produced by degreasing, etch pri- 
mer and the appropriate enamel finish. 

The etch primer is particularly of in- 
terest to the electrical communica- 
tions industries, as they are concerned 
with all metals of engineernig and all 
metal coatings. It secures enamel ad- 
hesion to electro-zinc and cadmium 
coatings on steel panels, and the 
troubles with enamel finishes on brass 
hinges. Among other advantages, it 
makes available reliable enamel finish- 
es on components fabricated with 
seams, on zine and aluminum castings, 
and on soldered or brazed brass and 
copper assemblies. 

The etch primer is not only a versa- 
tile material with respect to the metal 
surface to which applied, but also with 
regard to mode of application, the 
type, and the overcoating material. It 
makes a close approach to a universal 
first coating treatment of all work 
passed to the painting shop. Its suc- 
cessful establishment in industrial fin- 
ishing should therefore be assured. 


results 


tests. 
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PAINTS 
Remove AND HIGH BAKED 


ENAMELS 


FASTER 


and Cleaner TOO! 


A remarkable new additive 
that speeds the action of your 
paint stripper. 


KLEM Strip-Aid gives you 
more complete and cleaner 
stripping — Salvages paint re- 
jects that have previously 
been too costly to handle or 
impossible to strip. Cuts strip- 
ping time in half. 
Especially effective for remov- 
B street ee * ing accumulated paint from 
City handling equipment. 
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Spray Finishin 


Modern metal cleaning, phosphatizing, painting, and baking methods are employed 

for finishing forged or stamped steel parts for chain blocks in the plant of K. K. Kito 

Seisakusho, located near Kawasaki, Japan. The process is described briefly in the 
photo story which follows. 


By EZRA A. BLOUNT 


Fig. 1—Forged hooks, previously deburred by dry tumbling, are hung on an overhead 

chain conveyor, moving at 3 ft./min., and degreased in a trichlorethylene vapor 

degreaser. The chain dips to lower the hooks into the vapor after entering the 
degreaser housing. 
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hain Blocks 


Fig. 2—Cleaned steel hooks are immersed for 3 minutes in 7 per cent phosphoric acid 
held at 122 deg. F. (wood, lead-lined tank shown in foreground of photo). Located 
directly behind the phosphoric acid tank is a tunnel-type spray phosphatizing machine 
built by Japan Parkerizing Company. Pickled parts, such as the two pickled hooks 
shown in this photo, enter the tunnel and pass through the following treatments 

Cold water spray rinse at 10 p.s.i. for 3 minutes 

Spray Bonderite (10 p.s.i.) at 165 to 190 deg. F. for 3 minutes 

Hot water rinse for ] minute 

Spray with 0.05 per cent chromic acid at 140 to 155 deg. F. for 2 minutes 


Dry in infra-red oven for 2 minutes 
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Fig. 3 — Phospha- 
tized, dried lock 
nuts leave the in- 
fra-red oven and 
enter the 12 by 18- 
foot electrostatic 
paint spray booth. 
(The sign on the 
spray booth means 
“No Smoking”.) 


Fig. 4—Four Binks spray guns apply green melamine enamel automatically as the 
lock nuts pass between the charged grids in the Ransburg electrostatic spray booth. 


Grid voltage is maintained at $0,000 to 92,000 volts. Atomizing air pressure is 8 to 10 
p.s.1., and paint fluid pressure is 5 p.s.i. Racks of parts are hooked on the conveyor 
hangers by means of matching notches in the rack and the conveyor hanger. A steel 
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tube then. slips 
down over the 
junction, locking 
the rack on the 
hanger, and at the 
same time serving 
as a shield to pre- 
vent paint from de- 
stroying the electri- 
cal contact between 
the conveyor hang- 
er and the parts 
rack. 
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Fig. 5—Sprayed parts “set up” for 4 min 
utes in the open air, and then for 6 min 
utes in a warm infra-red oven section, 
shown in the background of this photo 
Final baking is accomplished in a 45- 
foot oven, shown at the left. By means 
of a control panel, the temperature on 
each 6-foot section of the oven can be ad- 
justed and controlled so that the desired 
temperature gradient can be obtained 
Baking is done at 250 deg. F. The convey- 
or carries baked parts from the overhead 
infra-red oven down to floor level where 
they can be removed from the conveyor 
by the same operator who performs the 
loading operation 


(PRODUCTS FINISHING Staff photos) 
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Abrasive belts which are subjected to excessive loads may be strengthened quickly 
and inexpensively with a backing of pressure-sensitive, fiberglas-reinforced strapping 
tape. An investigation by the product engineering department of Behr-Manning Corp. 
at Troy, N. Y., indicates that this simple modification may often permit the use of these 
belts for fast removal of metal and in finishing operations formerly considered too 

severe for equipment of 
this type. 

Reinforcement is ac- 
complished by lining the 
cloth side of the belt with 
a lamination of the pres- 
sure-sensitive tape. A 
simple arrangement of 
pulleys can be set up to 
expedite the job, Behr 
Manning engineers re- 
port. 

In addition to increas- 
ing the tensile strength of 
the backing of the belts, 
this tape reinforces the 
belt joint and increases 
the crosswise rigidity of 
narrow belts, thus elimi- 
nating edge bowing and 
twisting 
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inalienable right 


o the American home-owner—sworn 
enemy of the sticking door and dauntless foe 
of dripping faucets—no right is more jealously 
guarded than that of browsing through the 
neighborhood hardware store on Saturday 
morning. Most of the time he is “just looking,” 
but his every purchase of a tool or fixture is 
guided by an accurate eye for quality. To the 
home-owner, as well as the dealer, this invari- 
ably means good functional design and eye 
appeal, plus the protection against rust and 
wear imparted by modern plating processes. 


Hardware manufacturers, too, know that their 
products’ visual appeal, utility, and durability 
can be increased through the use of modern 
plating processes. And in utilizing these preci- 
sion finishing methods, they have habitually 
turned to Hanson-Van Winkle - Munning for 
sound technical advice and the best in proc- 
esses, equipment and supplies. 


For the hardware industry—like a// American 
industry—has found a completely dependable 
source of assistance, equipment, and supplies 
for all plating, anodizing, pickling, polishing, 
and buffing operations. That source is 
H-VW-M and Platemanship. 


AND WHAT IS PLATEMANSHIP It is 

H-VW-M's unique combination of: the most 

nd complete laboratory for testing 

»velopment the ability to provide 

mplete equipment and supplies for every plating and polishing 

need the complete background of knowledge and experience in 
aspect of plating, poli 


t shing, cleaning and anodizing 


HANSON - VAN WINKLE -~MUNNING COMPANY, MATAWAN, NEW JERSEY 
PLANTS AT: MATAWAN, N. J * ANDERSON, INDIANA 
SALES OFFICES. ANDERSON + BOSTON + CHICAGO «+ CLEVELAND - DAYTON 
DETROIT » GRAND RAPIDS + MATAWAN MILWAUKEE » NEW HAVEN + NEW 
RK + PHILADELPHIA + PITTSBURGH + ROCHESTER + SPRINGFIELD (MASS 
TRATFORD (CONN | + UTICA 


A-VUW-M 
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INEST IN PLATING AND POLISHING PROCESSES © EQUIPMENT © SUPPLIES 
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Abrasive Tumbling Offers Finishing 
Economies 
IN increasingly popular method of de- 


y burring and surface finishing many 


yA types of metal parts is by abrasive 


tumbling, often referred to as barrel 
finishing. This low cost finishing process de- 
burrs, removes scale, tool marks and flash, im- 
proves surface finish, and forms radii to blue- 
print specifications. Recent developments have 
resulted in improved equipment and materials 
which make it possible to barrel work many 
parts previously considered impractical. 

At the General Electric Company’s West 
Lynn Meter and Instrument Works, barrel 
working of many small parts for precision prod- 
ucts is a major operation. According to Charles 
O. Furbish, who recently discussed possibilities 
of the process in the “General Electric Review,” 
more than 900 different parts are now being 
barrel processed at the West Lynn Works and 
the requests for tumbling far exceed the devel- 
opment capacity. Mr. Furbish received General 
Electric’s Charles A. Coffin Award for his work 
in the development of tumbling as an economic- 
al and scientifically controlled manufacturing 
process. 

All barrel finishing operations are related, 
according to Mr. Furbish. Results from the vari- 
ous operations differ only in the amount of ma- 
terial removed from the part and the type of 
finish obtained, the results being determined to 








28 Years of Experience In the Sale and Service of 


CHEMICALS TO CLEAN 


and PREPARE METAL for PAINTING 


S iy CLEANER and PRODUCER OF 

urp OS PHOSPHATE COATINGS. 
PHOSPHORIC ACID RUST MOVER 

Sol-Klean AND ETCHER. 


ALKALI CLEANERS, STRIPPERS 


Industro and AIR WASH COMPOUNDS. 


SOLVENT EMULSIONS FOR 


Industrosolv SPRAY WASHING MACHINES. 
SOL-KLEAN prepares steel and aluminum for painting, remov- 


ing rust, oxide and oil. It etches the metal and gives a thin phosphate 
coating. One volume of Sol-Klean, diluted with 3 volumes of water, 
usually brushed on the metal at room temperature. It penetrates oil 
and dissolves rust. Sol-Klean is removed together with the dissolved 
oil and rust by wiping with rags or flushing with water. Metal may also 
be cleaned and treated by immersion in hot Sol-Klean and rinsing in 
water. Sol-Klean is non-inflammable and evolves no toxic or corro- 
sive fumes. 


SURPHOS cleans and produces ——_NOTE a 


a phosphate coating on sheet steel, 
machined and cast iron. It anchors Consult Us On 
the paint finish and increases its Your Government 
humidity and salt spray resistance. pees ; 
Use hot (one ounce per gallon solu- Specification 
tion) in Power Wetting Machine or . 

dip tank. Acid proof equipment not Requirements 
needed. 











INDUSTRIAL CHEMICAL PRODUCTS COMPANY 
3778 BELLVUE AVENUE DETROIT 7, MICHIGAN 


Representatives In Principal Cities 
IN CANADA, MADE AND SOLD BY BOYLE CHEMICALS LTD. LONGBRANCH, ONT. 
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a large extent by the barrel and media 
used. Media is the term used to describe 
the material in the barrel other than 
the parts being processed. Barrel work- 
ing operations practiced at this G-E 
plant were classified as rough tumb- 
ling, rolling, or burnishing. These are 
illustrated in Fig. 1. 

tough tumbling, usually applied to 
castings, is comparable to snagging or 
rough grinding. In this process the 
work is packed in a nearly filled barrel 
so that the parts do not shift appreci- 
ably. The barrel rotates horizontally 
and causes the media to roll over and 
around the load. This chips off the 
scale, sprues, and fins, and smooths 
the protrusions. The media and abra- 
sives are in the dry form, although wet 
tumbling is not uncommon. 


Rolling 


This is comparable to the more fin- 
ished forms of grinding and polishing 
and is the most widely applied at this 
G-E plant. The parts, media and com- 
pounds are in continuous motion, shift- 
ing with the mass. The barrel is gen- 
erallyhalf filled. The actiontakes place 
when the revolving barrel lifts the 
mass to a point where the mass slides 


in the direction in which the barrel is 
turning, thus creating the working ac- 
tion in the load. Resultsdepend a great 
deal on the shape and size of the barrel, 
its speed and its angle. These factors 
are selected according to the shape, 
size, material, and the quantity of 
parts being processed. Figure 2 illus- 
trates tumbling action obtained in an 
octagonal barrel. 

In improper barrel loads the parts 
separate from the mass, pound around 
on each other and cause nicking, im- 
pinging, and other deformities. Im- 
proper barrel loads also require longer 
barrel cycles and, in some instances, 
will not produce the results under any 
circumstances. Suitable metal parts 
can be rolled upon themselves either 
wet or dry or, with an abrasive or 
cleaning compound to meet 
quirements. Generally, however, be- 
cause of shape, size, quantity, or deli- 
cacy of the part, a filler must be added 
to form the load essential to 
proper barrel action. This filler keeps 
the parts spaced and carries the action 
into crevices and interstices when parts 
with irregular are being 
worked. 

For wet loads, fillers may be shaped 


most re- 


mass 


surfaces 





ROLLING 
Wet or 


ROUGH TUMBLING 
mostly dry. Parts 


Wet or dry 
stacked in for little 
moving of load. Media rolls over, 
through, and around parts to chip 
off fins, sprues, and scale 


shifting or 


pounds. Parts, 





dry—mostly wet. 
usually half full of media and parts 
plus liquid, abrasives and/or com- 


retain relative position in mass 


BURNISHING 

Wet only. Same as rolling, but barrel 
and load must be clean. Soaps are 
added to lubricate and reduce ero- 


Borrel 


sive action, to cushion load, and to 
form heavy suds that fill voids 


motion, should 








Fig. 1—Three Basic Barrel Operations 
(Illustration courtesy The General Electric Review) 
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IMPORTANT FACTS 
ABOUT NIBRI-CEL No. I 


Best of all-fibrous filtering mediums 


¥%& Made of 100% pure fibrous cellulose 


¥%& Exact fibre lengths maintained, permitting 
“sharpness” of filtration 


¥%& Blended by a new-type machine which insures 
uniformity 


¥%& Forms easily-cleaned layers which do not 
“slough-off” 


¥% Provides efficient depth filtration 


¥%& Quickly forms a pre-coat on either screen-type 
filters or cloth and paper dressed presses 


¥%& Rapid forming of pre-coat offers tremendous 
advantages in ‘'setting” 


¥% Eliminates clogging of cloth and screen wires 


¥% Fibrous structure maintains steady flow 
through the filters 


¥% Especially adapted to low-cost clarification work 


NOTE: When Nibri-Cel No. 1 is used, the filter is “'set” by using 
only 2 oz. of material for each square foot of filter surface. 
Usually no addition of filter material is required on the run. 


Order Nibri-Cel No. 1 Through Any Harshaw Sales Office 


THE HARSHAW CHEMICAL co. 


1945 E. 97th STREET, CLEVELAND 6, OHIO 


CLEVELAND + CHICAGO «+ CINCINNATI + DETROIT + HOUSTON 
LOS ANGELES + NEW YORK «+ PHILADELPHIA «+ PITTSBURGH 


























END VIEW OF 30" HORIZONTAL 
DRUM ILLUSTRATING "LIFT AND 
SLIDE" AT VARIOUS SPEEDS. 





AT 40 R.P.M. 


OVER POINT AT 20 R.P.M. 


_ a OF TRAVEL 


Fig. 2—Tumbling ac 
tion obtained in an 
octagonal barrel with 
points designated to 
illustrate lift and slide 
at various operating 
speeds. 
(Illustration courtesy 
The General Elec 


tric Review) 


OR LPM. 


sults in lustrous 
finishes and re- 
duced micro-inch 
surface roughness 
readings. Adding 
hardened steel to 








pieces or punchings of either steel or 
mineral. Wood blocks, sawdust, leath- 
er, and various forms of vegetable 
products are used for dry loads. In 
both cases, fillers are selected to per- 
form their function without damage 
to the work and in sizes that will not 


lodge in blind holes and cutouts. Abra- 
sives, both natural and manufactured, 
as well as cleaning, descaling, coloring, 
and lubricating compounds, are avail- 
able in a wide variety ranging from 
alkaline through acid. When they are 
used in accordance with the manufac- 


turers’ recommendations they speed 
the process for which they were made. 
Burnishing 

3arrel burnishing is capable of pro- 
ducing luster and finishes most nearly 
comparable to cloth wheel grinding 
and buffing. The parts are rolled in a 
solution of water and burnishing com- 
pound, one function of which is to lu- 
bricate and reduce the erosive action 
on the surfaces of the parts. This re- 


Fig. 3—Almco Supersheen submerged barrel 
finishing machine 


(Photo courtesy Almco Div. of Queen Stove 
Works, Albert Lea, Minnesota) 
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this mixture in- 
creases the weight factor, making pos- 
sible a degree of surface hardness that 
is desirable for durability and anti- 
friction. The weight also tends to close 
pores. 

One point emphasized by Mr. Fur- 
bish was that cleanliness and careful 
preparation are of paramount import- 
ance if burnishing results are to be 
satisfactory. Burrs, sharp edges, abra- 
sives, oils and other foreign matter 
that could cause scratching and con- 
tamination should be eliminated. The 
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What’s your problem? Special effects 

. faster drying ... hiding defects? 
Eliminating primer reducing in- 
ventories ... more flexibility of finish 


for various surfaces and application 
methods? You'll find the answers to 
these problems and many others in 
the following brochures: 


A-502—Fast-Dri® Synthetic Enam- 
el. Air-dry or bake. For metal or 
wood products. 
FB-505—Kem* 
For metal products. 
exterior end-use. 
AM-514—Kem® Art Metal 
thetic Baking Enamel. A  single- 
coat wrinkle finish, for metal 
products. 


Fast-Bake Enamel. 
Interior or 


Syn- 


KEM 
ART Mera 
FiisSues 


KL-511—Kem_  Lustral® Enamel. 
Air-dry or bake. Spray, dip, brush. 
For metal, wood, interior, exterior. 


L-503—Opex® Industrial Lacquer. 
Very fast drying. For metal, wood, 
interior or exterior end-use. 
D-506—Dimenso® One-Coat. Single- 
coat system for hammered or 
opalescent finishes. Air-dry, bake. 
F-501—Finishing 
Wood Products. 
Ask for these and other helpful bro- 
chures from your local Sherwin- 
Williams Branch. Consult your classi- 
fied telephone directory. Or check 
brochures you want, and mail to The 
Sherwin-Williams Co., General In- 
dustrial Division, Cleveland 1, Ohio. 


Furniture and 


Services of trained industrial finish specialists 
available in your area through nearest Branch 





Another Product of 
Swerwin-Wiitiams 
INDUSTRIAL RESEARCH 


INDUSTRIAL FINISHES 
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entire process must be one of thorough 
cleanliness. Work to be burnished is 
isually prepared by the rolling proc- 
then thoroughly cleaned before 
burnishing. 


ess, 


Submerged Barrel Finishing 

Possibly the newest adaptation of 
one of the fundamentals of barrel fin- 
ishing is now being applied in the proc- 
ess known as submerged barrel finish- 
ing. The work and filler are contained 
in a perforated cylinder that revolves 
in an open tank of liquid containing 
abrasive, cleaning, or burnishing com- 
pounds. This technique is proving use- 
ful in the processing of heavy parts 
and large soft-metal parts. The cush- 
ioning effect, resulting from the com- 
plete submersion of the cylinder, less- 
ens the impact to such an extent that 
nicking and scratching are kept to a 
minimum. 

Figure 3 shows a submerged barrel 
unit. The drum is loaded with work 
parts and the abrasive chips or metal 
shapes. Various liquid compounds are 
used in the tank depending on whether 
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Fig. 4—Small barrels design- 
ed for flexibility in tumbling 
parts 


(Photo courtesy The General 
Electric Review) 


the operator is to bur- 
nish, polish, clean, de- 
scale, or rustproof. This 
model is for use alone 
or “in-line” for multi- 
ple operation process- 
ing. For instance, an 
in-line installation con- 
sisting of six tanks 
would include a combi- 
nation cleaning and de- 
burring operation, rinse, 
descale and deburr at 
one time, rinse, burnish, 
hot rinse, or a rust- 
proofing treatment. In 
such an arrangement, the drum is 
loaded with parts and abrasive chips 
and moved from one location to an- 
other, eliminating the need for remov- 
al of the mass from the drum until 
the process is completely finished. 

A balanced assortment of larger 
units are also used in the tumbling 
department. Figure 4 shows a group 
of small tumbling barrels designed for 
flexibility in tumbling activity. 


Developing a Tumbling Procedure 


In the Meter and Instrument Depart- 
ment at the General Electric Com- 
pany’s West Lynn Works, barre!-work- 
ing of many small parts for precision 
products is a major operation. In these 
operations there is no definite formula 
whereby it is possible to predetermine 
the factors that make up the original 
process of tumbling for a particular 
part. Each new job is considered in the 
light of past experience and trial runs 
are made to determine the proper pro- 
cedure. All new work and changes are 
routed through Tumbling Methods Sec- 
tion where the process is developed 
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BEHR-CAT TAPE MAKES SAFETY 
STRIPING EASY. Tape is applied 
diagonally over the dry, base color 
Second color is then sprayed over the 
entire surface. When BEHR-CAT Tape 
is removed, there is clean, sharp color 
separation and perfect striping. 


with Behr-caf 


Save precious minutes on the whole masking operation — 
including the stripping when the paint job is finished 
BEHR-CAT Masking Tape lifts off freely without tearing 
because its backing is strong and flexible. And it comes 
off clean without leaving a deposit because its adhesive 
mass, firmly anchored to the backing, is stable and can 
withstand humidity and high temperatures. Quick strip 
ping, quick sticking BEHR-CAT Tape is your best bet for 
masking, stenciling, sealing, holding and countless other 


jobs. Try it and see for yourself. 


is welcomed at Behr-Manning. Our fully staffed labora 
tories are at your service. Write Behr-Manning Corp., 
Troy, N. Y., Dept. PF-11. For Export: Norton Behr 
Manning Overseas Inc., New Rochelle, N. Y. In Canada: 
Behr-Manning (Canada) Ltd., Brantford, Ont 


rn 


ABRASIVES 


' / A COATED 
DEHR-LVIANNING 2280602 
% a, s r 


ys P ‘ & PRESSURE-SENSITIVE TAPES 
iviston of NORTON Company 


November, 1952 PRODUCTS FINISHING 








ind recorded. 

To develop a process intelligently, 
certain preliminary information is es- 
sential. To aid this procedure, plan- 
and manufacturing 
“request for 


ning, engineering, 
are furnished 
cards, on which this infor- 


sections 
tumbling” 
mation is recorded when the request is 
submitted. A problem number is as- 
signed each card, and the number be- 
comes the permanent reference and 
identification for that particular part. 
Once the process is developed, ‘“‘tum- 


bling process” cards are prepared and 
distributed. They contain the problem 
number and the information necessary 
to set up and process successive lots 


of parts. 
G-E Applications 

Vital parts used in apparatus are 
given a tumble finish to eliminate 
stickiness and erratic operation of the 
instrument. In developing the _ pre- 
ferred procedure for these parts, sam- 
ple parts were barrel rolled to form a 
radius, cleaned, and then ball burnished 
to a smoothness and luster suitable for 
plating. After plating, the parts were 
again ball burnished, (see Fig. 5). 

This operation restored the luster, 
smoothed the plated coating to a slick 
finish, and closed the thereby 
increasing life. Parts are now barrel 
processed with 100 per cent accept- 
ance, 


pores, 
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Fig. 5 — Viscosimeter 
cups are tumbled to 
remove scale after 
three stages of draw 
ing and annealing 
and are finished by 
tumble burnishing 
stainless steel bail 
and ring are also fin- 
ished and burnished 
by tumbling 


(Photo courtesy The 
General Electric 
Review) 


Barrel Finishing with Aluminum Oxide 
Tumbling Abrasive 

3efore starting a production run on 
barrel finishing, Norton Company rec- 
ommends that the operating procedure 
be established based on the determin- 
ation of the following factors: abra- 
sive grain size; length of tumbling 
time; barrel type of cleaner. 
Coarser abrasive grains cut faster and 
produce larger radii. Therefore, the 
coarsest size commensurate with the 
radii called for should be used, keeping 
in mind that the grains must not be of 
such to wedge in the work 
openings. 

For the first trial run in determin- 
ing the roughening operating proce- 
dure, the barrel should be loaded as 
follows: 

1. Fill the barrel with “Alundum” 
tumbling abrasive level with the 
top of the center shaft of the 
barrel. 

Add water until the water level 
is approximately 3 inches below 
the level of the abrasive. 

Add workpieces until the barrel 
is 5, to % full. If there are not 
enough workpieces available, sub- 
stitute abrasive for work pieces 
by volume to bring the barrel load 
to the desired level. 

Add cleaner selected for the 
roughing operation. (Ratio—2 to 


speed: 


size as 
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(INSTALLATION #2796 








Metalwash Conveyor Washer, acteiiiinditeaiiaiias 
one of two in series, perform- shank Mites debi 
ing final wash before engine trial Cleaning Machinery, 

please write for free illus- 
assembly at FORD MOTOR 


trated catalog describing our complete line of 


COMPANY ENGINE PLANT, Standard and custom-engineered machinery for 
CLEVELAND, OHIO. washing, pickling, drying. 














MACHINERY CORPORATION 
metalwas 915 North Avenue, Elizabeth 4,N. J. 


Representatives in Principal Cities 
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8 oz. maximum for each 30 by 30- 
inch compartment. ) 

The barrel is now ready to run to 
determine the time cycle reguired. If 
the barrel is equipped with a variable- 
speed drive, it should be run between 
5 and 20 r.p.m. for most rough barrel- 
grinding operations. Extra heavy or 
critical burrs should be removed at 
lower speeds. After about one hour, 
such burrs will have been sufficiently 
ground off to permit increasing the 
speed for the rest of the roughing op- 
eration. This will cut down the time 
required. 

The slow speed is employed during 
the first hour to avoid peening over 
the large burrs. Parts which are sub- 
ject to distortion should also be tum- 
bled at the lower speeds. Higher speeds 
are used where the burrs are slight or 
where the removal of scale is the only 
operation desired. Scale will also be re- 
moved almost as efficiently at lower 
speeds, if heavy burr removal is to be 


accomplished at the same time. 

At the end of one hour, the work 
should be inspected. This may be 
enough time for some operations, but 
usually more time is required. There- 
after, the work should be inspected 
approximately every 30 to 60 minutes 
until the desired results have been cb- 
tained. The time required to establish 
these results becomes a standard time 
for the operation. On succeeding trial 
runs, the quantity of work added to 
the barrel should be increased by one 
tote pan and the abrasive decreased 
by the same amount. In each case the 
load should be tumbied for the stand- 
ard time. These changes in loading 
should be carried on until the standard 
time no longer is sufficient to produce 
the desired results, or until the work 
pieces show evidence of nicking each 
other. The maximum amount of parts 
determined in this manner then be- 
comes the maximum work load for the 
operation. 





A Strippable Plastic for 
the Protection of Metals 


Striplastic is a protective plastic applied 
by spraying, dipping or rolling. It is 
used on stainless steels, high polished 
metal sheets, sheets in cold working or 
drawing, tools, dies and parts, and on 
sheets or metal parts before packaging. 
It protects against scratching and abra- 
sion, and against rust. Also available as 
a booth coat pretection. 


THE 
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Among many advantages, it is non- 
toxic, possesses great tensile 
strength and is easily stripped off 
in one piece. Write for complete 
information on this new strippable 
plastic. 


COMPANY 
10828 QUEBEC AVE. 
CLEVELAND 6, OHIO 
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Finer finish... longer product life 
with Centerless Brushing 


. P 
This machine does double duty. For removal of metal to close 


¢ ; 
tolerance, it is a centerless grinder. Then, for finishing the surface to micro- 


smoothness it is a centerless brusher. Its conversion takes only a few minutes 


In the operation shown above, nickel-moly steel rods for pumps, are 
being finished by an Osborn Fascut Brush. Prior to brushing, the same 
machine with a grinding wheel in place of the brush made a rough grind, 
taking off .006 inch, and a finish grind, taking off .002 inch. Results of the 
Centerless Brushing: Produces a smoother finish. Reduces wear in pump 


packing. Reduces corrosive action on rods; makes them last longer. 


An Osborn Brushing Analyst helped develop this improvement. Ask 
your OBA to help you on all problems of cleaning and finishing! Call him 
today or write The Osborn Manufacturing Company, Dept.870, 5401 Hamilton 
Avenue, Cleveland 14, Ohto. 


Osbou Bruslo) 


OSBORN POWER, MAINTENANCE AND PAINT BRUSHES AND FOUNDRY MOLDING MACHINES 
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THE SET-UP. This shows the centerless 
grinding machine which also serves as 
a “centerless brusher’’. These pump 
rods vary from 14 in. to 1'2 in. diameter 
... from 6 ft. to 36 ft. in length. Regu- 
lating wheel speed is 52 r.p.m. 


ANOTHER JOB. Here Centerless Brush- 
ing finishes cast iron pistons to micro- 
smoothness. Simplifies assembly opera- 
tions and increases life of pistons and 
cylinders. Output of this machine is 
10,000 pieces per 8 hours 


TYPICAL PARTS which are being im- 
proved by Centerless Brushing include 
pistons, piston pins, bushings, tubing 

any cylindrical parts. It can be 
applied to many sizes of parts and types 
of material on a mass production basis. 
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Are You In This Fix? 


Here’s A Way Out- 


Let POTTER help you 


Save money safely on 
Thinners 


We make nothing but thinners—For over a 
quarter of a century, we have been saving 
money for big and little customers. They 
like us because we make the thinner they 
want at a money-saving price. 


Let us show you how a Lacquer Thinner 
SPECIALIST can supply you with the right 
Thinner . . . and still save you money. 











' 
! 
! 
! 
' 
' 
' 
' 
\ 
' 
! 
i 
‘ 
' 


78 


Just fill out form below and mail today. 
We'll work out a Thinner especially for 
you, and sendasample. We know we 
can save you money. 


POTTER PAINT CO, INC. 


CORTLAND 2, N. Y. 
THINNER SPECIALISTS 


The product we make is 








We use Lacquer Thinner for 
O Spray O Dip CT Cleaning 0 Other_ 
We use Lacquer Thinner on 


C) metal (-] Wood (J Other 





We want it to dry 


[J] Fast [J Stow ([] Medium 


Address _ oe 


ee ee eee 
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Finishing 

The essential difference between the 
roughing and finishing operations is 
that in the latter, cleaners (chemicals 
or compounds) are added to cause the 
abrasive to burnish rather than “grind” 
the work. In some cases, it may be de- 
sirable to use a finer abrasive for fin- 
ishing than was used in the first oper- 
ation, the same grain can probably be 
used for both operations. This is best 
determined by trial. Outlined below 
are the general steps to be followed 
in the finishing operation: 

1. Rinse the load thoroughly. A hose 
with hot or cold water should be 
sufficient to remove roughing op- 
eration chemicals and grinding 
residue. 

Add sufficient water to cover the 
load 5 to 10 inches above the mass. 
To improve the color, add a suit- 
able cleaner in the ratio of 1 to 
114 pounds of cleaner to each 30 
by 30-inch compartment. 

Rotate the barrel 15 to 60 min- 
utes or more to meet the finish 
specifications. 

Unload, wash, oil dip or dry im- 
mediately. 

In many cases, according to the Nor- 
ton Company’s tests, the quality of the 
finish improves with increased barrel 
speed. Conventional barrels may be 
run as high as 35 r.p.m. and the sub- 
merged type may be run up to 70 r.p.m. 
for a low micro-inch finish. In cases 
where the abrasive sizes are changed 
for the finishing operation, the same 
amount of abrasive by volume should 
be used as for roughing. In some cases, 
the finishing operation can be started 
in a similar manner to the roughing 
operation; that is, with low water level 
and cutting cleaner, after which the 
load is rinsed and the finishing opera- 
tion performed essentially as outlined 
above. This procedure is said to pro- 
duce the equivalent of a “finish grind.” 
Figure 6 shows a variety of parts fin- 


November, 1952 





one 8 


LASTS LONGER 


ath- 


PROTECTS BETTER 


COSTS LESS! 


BLACK 


for Metal Finishing 


a 
Af 


Gives 


Y 
® your 


products 
extra 


salability! 
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Growing scarcity and skyrocketing costs of plating ma- 
terials don't worry Houghto-Black users 


This inexpensive one-bath treatment gives your parts a hand- 
some finish—lustrous, glossy or a dull jet black. Coating is 
tough, long-lived—yet so thin it doesn’t alter dimensions of 
close tolerance parts 

Houghto-Black is applied to mass production without special 
equipment. Coats all metals uniformly—even steels of different 
analyses finished at different times! 

Ask your Houghton Man for further information and prices 
He’ll show you how easy it is to switch to Houghto-Black. Or 
write to E. F. Houghton & Co., Philadelphia 33, Pa., for latest 
bulletin describing simple installation 


HOUGHTO-BLACK 


. @ product of 


Ready to give you 
on-the-job service... 
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ished by precision tumbling with Nor- 
ton medium tumbling abrasive. 

Oily parts should be washed before 
tumbling, since the oil tends to retard 
the abrasive action and also produces 
unfavorable working conditions by 
coating the inside of the barrel with 
oil and saturating the abrasive with 
oil. It is generally agreed that good 
color of tumbled parts can never be 
obtained under these conditions. Fer- 
rous parts should be washed in a non- 
oily, rust preventive solution toprevent 
rusting prior to the tumbling opera- 
tion. After the barrel finishing opera- 
tion, the parts should be immediately 
and thoroughly washed. Here again, it 
is desirable to use a rust preventive 
solution with ferrous parts. 

According to Norton, small lots of 
different parts can be mixed in the bar- 
rel finishing operation if the following 
requirements are met: 

1. If they can be tumbled with the 

same size of abrasive. 


Fig. 6—Parts finished by Aluminum Oxide (‘‘Alundum 
(Photo courtesy Norton Company, Worcester 
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Parts should be of approximately 
the same weight. 
They should be made of the same 
metal or alloy. 
Finish requirements for all parts 
must be the same. 
5. If they can be tumbled with the 
same cleaners. 
When parts of different weights are 
tumbled together, nicking will almost 
always result. 
Zine Die Casting 
The zine die casting shown before 
and after barrel finishing in Fig. 7 was 
processed according to the following 
scheme. In this case flash removal and 
deburring was achieved, followed by 
a treatment to give a bright finish. 
Barrel Horizontal, octagonal type, 
lined. Size of each compartment: 30- 
inch diameter; 28 inches long. 
Abrasive Alundum tumbling abra- 
sive, size No. O-T for roughing; No. 
8-T for finishing. Amount: 800 


') abrasive tumbling 


Mass.) 


November, 





with new Paint Booth Alkali 


If your spray booths are of the water 
curtain type. and if your production 
schedules demand continuous booth opera- 
tion. Pennsalt’s new PB-1 may be the 
superior waterwash compound you're 
looking for. 


When you use Pennsalt PB-1 at concentration 
ranging from 1/10 to 4 oz./gal., room tem- 
perature, you'll notice these advantages: 
The great bulk of the overspray floats on 
the solution surface, easily removed in a 


non-sticky mass. 


Build-up of paint on equipment baffles and 


walls can be completely eliminated. 











Nozzles and troughs stay open, and pumps 
maintain optimum operation. 


Thus, your PB-1 waterwash solution means 
minimum downtime for maintenance and 
cleaning In addition it keeps the over 
spray material mm excellent condition for 
profitable reclamation, if that should be a 
factor in your operations 


Pennsalt PB-1 is a highly alkaline, 
anhydrous, free flowing, dedusted material 
containing special non-foaming agents It 
is economical both in first cost and in long 
run operation Because paints and booth 
designs are so varied we invite you to 
outline your set-up in detail so that we 
can give you the most practical solution 
with the le t motion. Metal Processing 
Dept.. Pennsylvania Salt) Manufacturing 
Company, LOOO Widener Bldg., Phila. 7, Pa 


A Better Start for Your Finish 
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pounds of each size per compart- 
ment. 

Water For roughing, add water un- 
til level is approximately 3 inches 
below the level of the charge; for 
finishing, add until water level is ap- 
proximately 10 inches above the level 
of the charge. 

Cleaners For roughing, add 14 pound 
suitable type; for finishing, add 2 
pounds suitable type. 

Barrel Speeds—For roughing. 25 r.p.m. 
for 5 hours; for finishing, 15 r.p.m. 
for 14-hour. 


Fig. 7—Zinc die cast parts before and after 
abrasive tumbling. 
(Photo courtesy Norton Company, 
Worcester, Mass.) 


Steel Stampings 


The following procedure has been 
used on steel stampings to deburr, form 
radii to blend, and give a bright color 
finish. 

Barrel Horizontal, octagonal type, 
lined. Size of each compartment: 30- 
inch diameter; 28 inches long. 

Abrasive Alundum tumbling abra- 
sive, size No. 0-T for roughing; No. 
4-T for finishing. Amount: 800 
pounds of each size per compart- 
ment. 

Water For roughing, add water un- 
til water level is approximately 3 
inches below the level of the charge; 
for finishing, add until water level is 
approximately 10 inches above the 
level of the charge. 

Cleaners For roughing, add !4 pound 
of suitable cutting type cleaner; for 
finishing, 114 pounds of suitable fin- 
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ishing type cleaner. 

Barrel Speeds—For roughing, 20 r.p.m. 
for 6 hours; for finishing, 15 r.p.m. 
for 1 hour. 


Sliding Action In Barrel Important 


Tests have been conducted by Almco 
Division of Queen Stove Works to show 
that the basic action of barrel finishing 
consists of a rotary movement of the 
mass of media and parts to the point 
where the effect of gravity overcomes 
the tendency of the mass to stick to- 
gether so that the upper layer of the 
work slides, not falls, toward the lower 
portion of the barrel. Roughly 90 per 
cent of the grinding, polishing, or burn- 
ishing is accomplished during this 
slide. Very little is accomplished while 
the parts are moving up through the 
mass from the bottom of the barrel to 
the point where they start to slide in 
the direction the barrel is turning. 

This layer of sliding parts and ma- 
terial varies in thickness with the size 
of the barrel and the operating condi- 
tions, especially speed. When a stand- 
ard barrel of 30-inch inside diameter 
is operating at 20 r.p.m. the layer of 
sliding material isdescribed asapprox- 
imately 3 inches thick. Exposed parts 
immediately under this layer are also 
subject to the finishing action. Assum- 
ing that the action takes place during 
the slide down across the top of the 
mass, the greatest effect would then 
oecur when the top of the work load is 
at the greatest diameter of the barrel 
or half full. Loading thedrum less than 
half full, as compared to half full, re- 
duces the action. Certain types of small 
loads or low-load heights often have 
a tendency to ride with the barrel so 
that there is very little turning over 
of the mass and therefore very little 
grinding action. 

According to Almco, a barrel 65 per 
cent full can often be made to produce 
as much as a barrel 50 per cent full 
simply by rotating at a faster speed. 
If the speed were the same with the 
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SIMONDS 


ABRASIVE CoO. 


Abrasive Grain 


Trim your polishing costs! Get your 
department in shape for maximum 
output. Set-up with Simonds Borolon 
grain... tough, sharp, free-cutting 
... coarse, medium and fine... fit 
for every polishing job... part of 
a complete line including grinding 
wheels, mounted wheels and points, 
segments... top quality products 
backed by Simonds’ 60 year reputa- 
tion as a major producer. Write for 
Bulletin ESA 198, which describes 
various grain types. Also request 
name of your distributor. 


SIMONDS ABRASIVE CO., PHILADELPHIA 37, PA. BRANCH WAREHOUSES: CHICAGO, DETROIT, BOSTON 
‘ DISTRIBUTORS IN PRINCIPAL CITIES 


Division of Simonds Saw and Steel Co., Fitchburg, Mass. Other Simonds Companies: Simonds Stee! Mills, Lock- 
Dort, N. Y., Simonds Canada Saw Co., Ltd., Montreal, Que. and Simonds Canada Abrasive Co., Ltd., Arvida, Que. 
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65 per cent load as with the 50 per cent 
load, less work would be accomplished 
with the 65 per cent load. There is a 
definite limit, however, in what can be 
done in a small diameter machine as 
compared to a large one. A. 12 or 16- 
inch diameter machine, for instance, 
can never be made to produce as much 
work as a 30-inch diameter machine, 
even if the smaller machine is rotated 
at the same surface speed. This is re- 
ported to be due to the greater force 
which accumulates during the latter 
half of the longer slide and cannot be 
compensated for by rotating the small- 
er drum ata faster rate. Figure 8 
shows before and after appearance of 
barrel finished parts. 
Effect Of Weight 

An interesting test was carried out 
by Almco to show the effect of weight 
or load heights on barrel finishing. The 
results are shown on the graph in Fig. 


Fig. 9—Results of tests conducted by Almco 

Div. of Queen Stove Works to show effect of 

weight or load heights on barrel finishing 

Test pieces were ground to sharp corner 

Values shown are the final radius obtained 
tor each test 
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Fig. 8—Before and after appearance of parts 
barrel finished by the Almco ‘‘Supersheen’’ 
process. 


(Photo courtesy Almco Div. of Queen Stove 
Works, Albert Lea, Minnesota) 


9. The standard 30-inch diameter bar- 
rel was loaded to the various percent- 
ages shown and processed for a period 
of four hours at 20 r.p.m. Six test 
pieces were used in each load. The test 
pieces were all unhardened steel and 
had been ground to a sharp corner. All 
pieces were measured on the four edges 
after processing to get the radius and 
these measurements were averaged to 
get the readings on the graph. 

Two additional tests were run to 
further show the weight factor. Both 
of these runs were carried out with 
the barrel 55 per cent full. The first 
test was with abrasive chips and test 
parts only. The second test had an ad- 
ditional 150 pounds of steel washers to 
provide extra weight. The average ra- 
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Of KALAMAZOO 


A COMPLETE LINE OF 


GRINDING, POLISHING #0 AUTOMATIC FINISHING 
MACHINERY = 


MODEL VRO 
LATHE 


Variable Speed Polishing Lathes — Single and 
two spindle Lathes — 1500 to 3000 RPM. Also 
made in single speed models. Also furnished 
with Backstands for abrasive belt polishing. 


MODEL 
K-46-6 
Rotary 


Rotary and Strait-Line Automatic Finishing 
Machines — For fast production polishing, buff- 
ing, deburring and brushing — Model K-46-6 
Rotary shown. Write for catalog on Rotary and 
Strait-Line Automatics. 


Cylindrical Finishing Machines — For 
tubes, bars and cylindrical shapes: Model 
OD-1 up to 234” diameter polishing or 
buffing. Model OD-9 with polishing wheel 


} 


or belt, for '4” to 9” diameter. 


Junior Automatics—10 Models to 
choose from, according to work require- 
ments. With one, two or four spindles 
simple rotating spindle or stroke move- 
ment—for use in conjunction with polish- 
ing Lathes. 


KALAMAZOO, MICHIGAN 





dius measurements obtained after tum- 
bling were as follows: 

Test 1—0.0078 using 
abrasives and test piec- 
es only. 

Test 20.0079 using 
abrasives and 
150 pounds weight plus 
test pieces. 

As the results show, 
there is little practical 
difference due to weight 
only, even under ideal 
conditions. The slight 
difference here, accord- 
ing to Almco’s interpre- 
tation may be due to 


Fig. 1I—A Roto-Finish bar- 

rel particularly suited for 

handling high production re- 
quirements. 

(Photo courtesy Roto-Finish 

Company, Kalamazoo, Mich.) 
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Fig. 10—Aluminum die castings that 
have been ‘‘Roto-Finished’’ 


(Photo courtesy Roto-Finish Com 
pany, Kalamazoo, Mich.) 


localized weight increases of 
individual washers. 
Wet Tumbling With Chips 
In the Roto-Finish tum- 
bling process parts are gently 
cascaded while remaining sub- 
merged in specially formu- 
lated mixtures of mineral 
chips and chemical com- 
pounds. Six basic processes 
are available: grinding, de- 
burring, descaling, polishing, 
Britehoning and coloring. 
These operations may be used 
individually or collectively to 
produce a variety of finishes 
on many different types of parts. 
Grinding is the operation used for 
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guard against 


“Sealed Disc’’ Filters were de- 
signed especially for plating 
rooms. They’re smaller, compact, 
and more portable than ordinary 
conventional Filters, and they are 
also performing satisfactory re- 
sults on many acid dips, electro 
cleaners, and solvents. 


You Can Be Sure With A ‘‘Sealed Disc’’ Filter 


More and more cost-minded platers depend on 
Alsop “Sealed Disc” Filters to remove dirt, dust, 
and sludge from their plating solutions. They 
get better finished plated work—they save time 
and labor, and their plating solutions last longer. 
The ‘Sealed Disc” Filter assures positive, trou- 
ble-free performance that’s proof against even 
the invisible impurities that cause nodules and 
porousness—proof against rejects and reworking. 
There’s a “Sealed Disc” Filter “‘to fit your job” — 
write for complete information, the Alsop Engi- 
neering Corporation, 711 Keen Street, Milldale, 
Connecticut. 


ALSOP ENGINEERING CORPORATION 


Filters, Filter Discs, Pumps, Tanks, Mixers, Agitators 
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Table I. 





RECOMMENDED CAPACITY AND WORK LOAD IN POUNDS 
ROTO-FINISH BARREL—COMPARTMENT SIZE 30'/s" x 35%''— 
COMPARTMENT CAPACITY 18 CU. FT. 


Compartment Work Load in Pounds 


Compartment 
Chip Mass 
in Lb. 


Grinding 


Steel, Brass, 
Zinc 


1000 200 





Aluminum, 
Light Alloys 


Britehoning 


Steel, Brass, 
Zinc 


Aluminum, 
Light Alloys 


120 150 90 








cutting down sandcastings and remov- 
ing excessive metal or deep surface 
irregularities. The deburring operation 
is used to remove burrs, sharp edges, 
produce radii, and to remove machine 
marks from all types of machined, cast 
or stamped parts. Descaling is used to 
remove heat treating and forging scale 
from iron and steel parts. It is also 
useful in removing rust and corrosion 
from many different metals. For pol- 
ishing, the process is similar to a mild 





Stock Sonwery 


VAPOR 
DEGREASERS 
and TANKS 


aworne® 


RAMC CO cove! 


DEGREASERS 
Manual and 
Automatic 
Equipment for: 
Anodizing, Phosphatiz- 
ing, All Plating Proc- 
esses: to comply with all 
gov't. specifications. 
PLASTIC, WAX 
MELT TANKS 
AGITATORS 
RECTIFIERS 
OVENS @¢ FILTERS 


Send for literature 


VAPOR — SPRAY — VAPOR 


Model GU24 steam heated. Fabricated of stain- 
less steel. Accessories: vapor level safety thermo- 
stat, water economizer, heavy duty spray pump. 


RANDALL MFG. CO., INC. 


801 EDGEWATER RD., NEW YORK 59, N. Y. 
DAyton 3-3900 - 1 - 2 


Complete 


























grinding or deburring operation but 
makes use of different combinations of 
chips and compounds. Britehoning is a 
special process developed by Roto-Fin- 
ish to produce a semi-lustrous finish. 
It is reported to be especially useful in 
preplating operations on such items as 
zine base die castings as well as brass 
and steel stampings. A coloring proc- 
ess is available for a higher luster fin- 
ish. Figure 10 shows alumnium die 
castings that have been Roto-Finished. 

A Roto-Finish barrel particularly 
suited for handling high production re- 
quirements is shown in Fig. 11. It will 
efficiently finish large quantities of 
parts which may require long process- 
ing cycles. It has been particularly rec- 
ommended for processing large work 
loads of zine base die castings. The 
large door openings permit processing 
of larger parts and facilitate loading 
and unloading of chips and parts. The 
recommended capacity and work load 
are summarized in Table 1 








YONG WS 


THE LANLY COMPANY * 770 PROSPECT AVE 
CLEVELAND,OHIO 





WRITE FOR INFORMATION AND LITERATURE | 
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SEND FOR FREE TECHNICAL BULLETIN ON PELRON PAINT STRIPPERS 
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PRACTICAL APPLICATIONS 
of Modern Products 














Eight Ways to Get the Most 
From Hot Spray 


By H. G. BECK 
Technical Director 
Industrial Finishes Departinent 
Atlas Powder Company 

c ONTROLLED Temperature Appli- 

cation (CTA), the process of ap- 
plying preheated finishing materials, 
has rapidly advanced from a spray- 
room innovation to an economic neces- 
sity. Users of organic finishes should 
investigate it 
its numerous advantages. In this pro- 
cess heat, instead of volatile thinners, 
is used to lower the viscosity. Control- 
led Temperature Application or ‘Hot 
Spray” should always be evaluated on 
a production basis. The ‘“‘casual” test 
should be avoided because it does not 





CTA Net Value 


28% 











thoroughly because of 


permit sufficient opportunity to make 
changes in initial solids, viscosity, air 
pressure and other variable factors. 
Adjustments are a part of testing new 
methods in the finishing room. The 
many benefits will repay the dili- 
gence and patience exercised in adapt- 
ing ‘Hot Spray” to your individual re- 
quirements, 

The best results are obtained from 
“Hot Spray” when the paint or finish 
used has been especially formulated 
for “Hot Spray”. Some advantages 
may be obtained by preheating an or- 
dinary “cold” paint but the most com- 
plete exploitation of ‘“‘Hot Spray” will 
only be achieved by finishes formulat- 
ed especially for application by this 
method. 

The user is not dependent upon wea- 
ther conditions for good results when 


"Cold"’ Net Value 


16% 


Figure }. 
CLEAR FINISHES 


Solvent portion per gallon 
Solids portion per gallon 
Air pressure 

Viscosity (No. 4 Ford Cup) 
Temperature of material 
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COLD 
At Gun 
80 per cent 
20 per cent 

55 p.s.i 
75 seconds 
variable 


CTA 
At Gun 
70 per cent 
30 per cent 
40 p.s.i 
18 seconds 


160 deg. F 
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IF THE STOCK IS FLAT 


can automatically finish your job 
faster, better or cheaper regardless 
of size, shape or material. 


Micro-Polish is an amazingly versatile and 
consistently successful automatic polishing 
method useful on any job from the pre- 
polishing of low grade steel sheet, to meet 
high quality job specifications, to the pro- 
duction sharpening and polishing of prun- 
ing tools. 

Micro-Polish can precision finish any size, 
shape or length of sheet, strip or blanked 
stock in ferrous or non-ferrous metals, 
wood, fiber, plastic, rubber or leather, by 
wet or dry process. 


A Micro-Polish giant used in reclamation grinding of steel strip. 
One of our smaller units used in polishing narrow bi-metal stock. 
A belt conveyor unit for polishing flat stampings and forgings. 

A compact two head unit for polishing flat bar stock 


Let Murray-Way engineers improve your 


UIR:RIA\ polishing operations. 


AY THE MURRAY-WAY CORPORATION 
POST OFFICE BOX 180— BIRMINGHAM, MICHIGAN 


AUTOMATIC POLISHING BUFFING, GRINDING EQUIPMENT 
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a finish is applied by CTA. 

Controlled Temperature Applica- 
tion reduces the loss of solvents and 
solids due to over-spray, evaporation 
and rubbing. These losses are substan- 
tial, as is graphically illustrated in 
Fig. 1. The data on the application of 
clear finishes shows that the average 
conventional material applied ‘‘cold”’ 
has 20 per cent solids at the nozzle. 
All of the solvent—-80 per cent—is fi- 
nally lost, plus at least 20 per cent of 
the net solids (20 per cent of 20 per 
cent solids equal 4 per cent). Summing 
up, a total of 84 per cent (80 plus 4) 
of the original contents of a gallon of 
finishing material is lost. Now compare 
these figures with Controlled Temper- 
ature Application. The original solids 
are 30 per cent——-with a loss of 7 pet 
cent, or 2 per cent of the total content 
of the gallon (7 per cent of 30 per cent 
equals 2.1 per cent) plus the 70 per 
cent solvents, or a total loss of 72 per 
cent. 


The same analysis of the figures on 
pigmented material shows that the net 
value of a gallon of material applied 
by Constant Temperature Application 
is 45 as against 32 per cent for con- 
ventional enamels. Two drums of pig- 
mented material are required to pro- 





CTA Net Value 


45% 











Figure 2 


duce the equivalent of one drum of 
final finish when applied by CTA as 
compared with the three drums of con- 
ventional pigmented material required 
by “cold” application. 

Here are a few tips which may help 
you in getting full value from Con- 
trolled Temperature Application; 

1. Avoid blisters, pin holes and trap- 

ped air in the final finish by re- 
moving dust particles embedded 
in the pores with a heavy blast 
of air. Be sure that the filler or 
surfacer is completely dry before 
applying the final finish by CTA. 
Solvent adjustment or a change 
in filler or surfacer may be nec- 
essary in some cases. An increase 
in temperature of the ‘‘Hot Spray” 
may be required in other cases. 
CTA is formulated to permit ap- 
plication of more solids in one 
coat on upright surfaces without 
sags. Do not ‘“‘pile on” CTA form- 
ulated materials in wasteful 
amounts. 
CTA produces a fuller coat, mini- 
mizes the rubbing time when rub- 
bing is required. The best results 
will be obtained when extra dry- 
ing time is allowed prior to rub- 
bing CTA material. 


"Cold" Net Value 


32% 


? 


PIGMENTED MATERIALS 


Solvent portion per gallon 
Solids portion per gallon 
Air pressure 

Viscosity (No. 4 Ford Cup) 
Temperature of material 
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CTA 
At Gun 


COLD 
At Gun 


60 per cent 
40 per cent 
65 p.s.i 
75 seconds 
variable 


50 per cent 
50 per cent 
45 p.s.i 

18 seconds 


180 deg. F 
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Experience, not guess work, is the basis for the 
success of Wallace & Tiernan’s alkaline chlorination 
installations for cyanide waste treatment. 


CHLORINATION KNOW-HOW 

Alkaline chlorination — now accepted as 
standard cyanide waste treatment practice in 
the metal finishing industry oxidizes cyanides 
by chlorination at controlled pH values. It is 
effective and economical when properly applied. 
Since no two cyanide waste problems are the 
same, the method of applying alkaline chlorination 
varies. Based on its experience in over 100 
such installations, Wallace & Tiernan is 
prepared to suggest the proper equipment 

to suit your particular plant. 


W&T AUTOMATIC CONTROL 

The precision chlorinators for which Wallace & 
Tiernan has been known for thirty-nine years 
have been combined with newly developed 
instruments to make possible the automatic 
control of alkaline chlorination treatment 
assurance that cyanides are destroyed 

and at minimum chemical costs. 

Eliminate guess work on your cyanide waste 
disposal — write today for further information 


WALLACE & TIERNAN 
INC. 
selelie'y ante Pits e casesieelie es PRINCIPAL CITies s } Wat Program 
Controlled 
Chlorinator 


£9 PMENT 
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SAFETY FOR YOUR MEN... 
VALUE FOR YOU 
with 
U.S.NEOPRENE GLOVES 


@ ‘They with 
stand gasolines, oils, greases, and corrosive chemi- 


They help prevent costly accidents 


and muriatic acids 
caustic and plating solutions. @ The rough-surface 
fingers assure positive easy gripping. @ ‘They’re 


cals such as sulphuric, chromic 


comfortable because the curved finger construction 
conforms to the natural curve of hand, eliminates 
straining and pulling. Highly flexible, they permit 
easy, natural working motions. These ‘'U.S.”’ gloves 
withstand tough service. Full range of sizes, lengths 
and weights. “U.S.’’ technical men will be glad to 
analyze your glove needs and recommend the cor- 
rect glove for your job 


U.S. INDUSTRIAL 
GLOVES © 


UNITED STATES RUBBER COMPANY 
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Reduce “‘“‘orange peel” by applying 
a wet, smooth film from a gun 
held at the proper distance from 
the work. 

Do not use the same high air pres- 
normally maintained for 
“cold spray’ application when 
using CTA materials. High pres- 
produce excessive fog: and 
fumes which are wasteful and un- 
pleasant to the worker. 

Do not CTA materials with 
stains, washcoat size coats, shad- 
ing stains, toners and products 
with very low solids content be- 
CTA offers no advantage 
over ‘‘cold” application with these 
materials. 

When changing over from “cold” 
applications to CTA remember 
that the use of high air pressure, 
fast motions of the gun and hold- 
ing the gun too far from the work 
may result in lack of bonding be- 
tween coats. 

Give the same careful attention 
to “Hot Spray” equipment that 
is given to other machinery. 


sures 
sures 


use 


cause 


The complete exhaust system of a well- 
known brand of motor trucks is now being 
given a coating of special heat-resisting 
porcelain enamel to eliminate the corro- 
sive influences of hot exhaust gases and 
to ensure against rusting, according to 
the Porcelain Enamel Institute. 


‘MASKING TAPE® 


DIE-CUT TO YOUR EXACT SPECIFICATIONS FROM 


6 vw Pat ow 


OTCH 


BRAND 
INDIVIDUAL PIECES © ANY SIZE OR SHAPE 


For quick, accurate masking operations 


puone or wee PANOCO 


505 Carroll St., Brooklyn 15, N.Y. 
@eeaee@eeoeoeao2eeoedeoeee8@ 
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STANTITE Spraying 

Primer has passed the tough 

test of a ship’s bottom with 

colors flying. That’s why 

many ship owners are 
undercoating with STANTITE 

to minimize corrosion and rust 
creep. And on land, wherever 

metal is coated, rust-inhibiting 
STANTITE also provides 
excellent adhesion to any 

metal surface, with most top coats. 
Ideal under air-dried or baked 
finishes, it dries rapidly... 

is unimpaired by any baking 
schedule. Find out now what 

— STANTITE can do for you... 
write today: Stanley Chemical Co., 
21 Berlin St., 

East Berlin, Conn. 


E 
Y 


LACQUERS SYNTHETICS JAPANS ENAMELS 
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NEWS 


EA MT 


| the 


_ndustry 


One of the largest paint manufacturing 
plants in the Southeastern United States 
was formally opened by the PITTS- 
BURGH PLATE GLASS COMPANY. De- 
signed for rapid flow production of a com- 
plete line of varnishes, enamels, resins, 
industrial and specialty finishes, the plant 
is the third ultra-modern paint produc- 
ing unit to be put into operation by Pitts- 
burgh Plate in recent years. 

The new Pittsburgh unit is essentially 
a single story, fireproof structure, origin- 
ally rated to produce 1,500,000 gallons 
annually. The 130,000 square foot plant 
and office building is uniquely designed 


to provide several functional levels to 
speed gravity flow requirements In manu- 
facturing operations. 


A million-dollar porcelain enameling 
plant, which will produce porcelain-on- 
steel interiors for refrigerators and other 
parts was opened recently by the Cooler- 
ator Company, an associate of the Inter- 
national Telephone and Telegraph Com- 
pany. 

All the enameling equipment, including 
the baffle furnace, dryers and sprayers 
are being provided by the FERRO COR- 
PORATION of Cleveland, producers of 


CS 


Atlanta Pai: + Plant of the Pittsburgh Plate Glass Company 
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HUSKY 
and 
FAST! 


Long trouble-free service and ease of 
operation are the prime requisites for 
equipment of any kind. 


HISEY Buffers - Polishers embody these features to such extent that 
they afford lowest cost per year with maximum production. 


They are made from small bench types up to 30 H.P. Pedestal types. 
There is a size and type particularly suited to your requirements. Let 
us show you. 


These new HISEY Dust Col- 
lectors fill a long felt need for 
efficient dust collecting at rea- 
sonable cost. They are made in 
four sizes which cover most 
applications and can be supplied 
with new machines or for ma- 


chines already in service. 


CATALOG 72-PB FREE 
ON REQUEST 











CINCINNATI 8, OHIO 


 _.  ____Division of the Cincinnati Sleticicel leet of The Cincinnati Electricol Too! Co. 





Hi GCY THE HISEY-WOLF MACHINE CO. 
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Simplify 
HEATING and COOLING 
of Plating Solutions 





One Unit 
For Both 








That's one big advan- 
tage of INDUSTRIAL'S 
Unit Heat Exchangers—you use the same 
unit for both heating and cooling. Main- 
taining the desired working temperature, 
by alternate heating and cooling in the 
one unit, simplifies controls and operation. 





The units are adaptable to either manual 
or automatic control. 


INDUSTRIAL'S Unit Heat Exchangers are 
available complete with pump and stand, 
or tubes alone can be had for wall or 
ceiling mounting. A wide choice of capac- 
ity, too, is possible by using from one to 
six tubes in a unit. Special units are readily 
engineered to meet unusual capacity or 
space requirements. 


Write for full recommendations 


Water Demineralizers . Filters 


INDUSTRIAL FILTER 
& PUMP MFG. CO. 


5904 Ogden Ave., Chicago 50, 


Illinois 


@#ee0e7eene@ee#8ee¢8e%e0e ¢ 8 @ 
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| porcelain enamel frit and allied industrial 

equipment. In addition, F'erro is installing 
a mill room for grinding and a control 
laboratory as part of the porcelain enam- 
|el department 


ROBERTS ROUGE COMPANY, Strat- 
ford, Connecticut, has started a brick and 
steel constructed addition of 15,000 square 

| feet of manufacturing space which is ex- 

pected to be completed shortly. The build- 
ing will be furnished with the latest 
equipment for producing a line of com- 
pounds new in their field, announcement 
of which will follow 


The DU PONT COMPANY'’S finishes 
division has established a new Kansas 
City sales region, with headquarters at 
4010 Washington Street, Kansas City, 
Mo., the company has announced. J. L. 
Masterson, formerly Cleveland regional 
sales manager, has been appointed sales 
manager of the new region. 

Mr. Lounsbury, director of sales of the 
finishes division, said that the new region 
is being established to better service the 
rapidly expanding business in the area 
Where a high rate of future growth is 
indicated. 


THE METAL SPRAY CORPORATION, 
Milwaukee, Wisconsin is celebrating its 
18th year in business with the addition 
of 15,000 square feet to its shop facilities. 
According to P. G. Dennison, President, 
it has developed and perfected techniques 
| for building up worn dimensions and ap- 
plying corrosion-resistant finishes on all 
types of metal products and equipment. 


THE NOPCO CHEMICAL COMPANY, 
Harrison, N. J., has adopted a more dis- 
tinctive and colorful finish for its drums 
which promises to be greatly advanta- 
| geous to Nopco customers. The sparkling 
| black drum with its brilliant golden-yel- 

low center band will make quick identifi- 

cation of Nopco products possible in cus- 

tomers’ plants and warehouses. Also, 
|additional stencilling of shipping marks 
ion the bung sides of the drums, as well 
}as on the heads, is expected to help in 
' identification. 
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The Marine and Power Plant Service 
Division, MAGNUS CHEMICAL CO., 
INC., Dept. PF, Garwood, N. J., has been 
appointed by Long-Life, New York as 
distributor of their product Long-Life. 
Long-Life is a commutator and slip ring 
protector which is stated to increase 
brush life extensively. It protects 
commutators anda slip rings. 


also 


An important accessory to an air tight 
uniform developed by the U. S. Army 
Chemical Corps is the liquid-tight glove 
made by THE PIONEER RUBBER COM- 
PANY of Willard, Ohio. Like the suit, 
these gloves are made of an impermeable 
compound which renders them resistant 
to damage from oils, acids and caustics. 
Another feature is the exclusive non-slip 
grip surface which assures a firm hold 
on wet slippery objects. These advan- 
tages are available to civilian industrial 
glove users in Pioneer Stanzoil gloves. 


The UDYLITE CORPORATION, De- 
troit 11, Mich., has announced the open- 
ing of its new warehouse in Philadelphia. 
This newest addition to the Udylite sales 
network handles a complete line of prod- 
ucts and chemicals. 

The warehouse has approximately 
10,000 sq. teet of floor space to facilitate 
service and assure complete stocks. It is 
located at 2818 Belgrade. 


ELVIN P. CARNEY, chief control 
chemist of Metals Disintegrating Com- 
pany, Inc., Elizabeth, N. J., was the guest 
at a dinner held in his honor, celebrating 
his twenty-five years of service with the 
company. 

The gala affair was attended by over 
fifty of Mr. Carney’s associates and the 
executives of the company. Highlight of 
the evening was the presentation by Mr. 
H. E. Hall, president, of a gold watch, 
suitably inscribed to Mr. Carney. 


THE AMERICAN CHEMICAL PAINT 
COMPANY, Ambler, Pa., has announced 
the acquisition of office and plant facili- 
ties on the West Coast and expects to be 
operating there shortly. 

The new ACP plant is located at Niles, 
Calif., about 25 miles southeast of San 
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Eliminate Your Costly 


Finishing Department . - - 


ALUMINUM and STEEL COILS 


If your product calls for stamping or 
roll forming aluminum or steel, cut your 
handling costs now. Start with the finish— 
with beautiful Arrow Pre-Coated 
Coils. The Arrow finish won’t peel, chip, 
crack, fade, corrode—no matter how 
you torture it... provides maximum 
strength and rigidity, without sacrifice 
of flexibility ... yet in most cases costs 
less than it costs to finish your own! 
Write for samples and complete infor- 


mation today. 
METAL PRODUCTS 


ARROW pn remes 


MASKELL, NEW JERSEY 
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Francisco. Present plans include the pro- sales activities of the Company. Carbor- 

duction of metal-working chemicals such undum has district sales offices in 12 

as phosphate coating chemicals, pickling principal cities throughout the country. 

acia Innipitor ind oy ltural chen 

; Heading ae the New ACP branch will of ee ona Formers 

ns; Chaeteies 42 Wittiitamenns . coe anlcen ar eehetiare Southern Works manager for the Penn 
5 avert ys 3yilvania Salt Manufacturing Co., has 


associate it me é Chemical , 

= “Sr with the American Chemica been appointed manager of the Wyan 
é ( ‘ las ‘rvisory Cap: \ ’ ’ 

sc ie erg ie se Ag ag capacit dotte Works, it was announced today by 

at its Detroit, Michigan office. W. F. Mitchell, vice president 


It was also announced that HERMAN 


J. EICHENHOFER, formerly assistant 
Superintendent at Wvyandotte, has been 
named superintendent of Pennsalt’s new 


The appointment of WILLIAM J. electrolytic chlorine, caustic soda and hy- 
KINGSLEY as assistant general sales drochloric acid plant, now under construc- 
manager of The Carborundum Company, tion at Calvert City. 
has been announced by F. J. Tone, J: 
vice president, sales Michigan Oven Company, Detroit, Mich 

In his position, Mr. Kingsley will assist has announced the appointment of A. N. 
the general sales manager in all general MASON and JOHN KENNETH GIL- 





EARLY MORNING CONFERENCE ON ELECTROPLATING. A group of Tokyo Electro- 
platers recently entertained the editor of PRODUCTS FINISHING at Nikko, Japan, one 
of the scenic and historic spots in the country, and the site of the Furukawa Electric 
Company, a major electrolytic copper refining plant. 

The accompanying photograph shows the group examining some of the data sheets 
and descriptive literature distributed at the recent American Electroplaters’ Society 
Convention and Industrial Finishing Exposition held in Chicago. The members present 
were greatly interested in the many new developments discussed in the leaflets and 
catalogs. 


t Mrs. ., oll 
er Mion ae 
Qe’ 
~ ‘ww, 


‘Pe oo 
” 


Shown in the photo (from left to right—clockwise) are: Mr. J. Takahama, 69-year old editor of 

‘“Plating’’ (Japan) and leader of the group; Mr. T. Okazaki; Mr. Y. Takamizawa; Mr. M. Kojima; 

Mr. Y. Inoue; Dr. S. Tajima; Lt. Col. Blount; Mr. H. Hattori. Not shown in the photo: Mr. M 
Fukui and Mr. N. Osawa 


(Photo courtesy N. Osawa, Osawa Barrel Plating Works, Tokyo) 
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HOW A KOCH COMPLETE Comueyorized 


FINISHING SY 


When KOCH handles com- 
plete responsibility for your 
finishing system, there’s perfect 
dove-tailing of all components 

. ho costly delays, no "Tre- 
works” at the last minute. 

KOCH handles your entire 
job from layout through in- 
stallation with engineering, 
fabrication and installation efh- 
ciency that assures you of top 


MONEY 


production at a lower cost. 

Every installation is backed 
by nearly 80 years of metal- 
working experience. Consult 
KOCH now! 


* bal * 


KOCH also builds baking 
ovens, spray booths, metal wash- 
ing equipment and air makeup 
systems. Write for Folder K-10. 


Phone, Wire or Write Gor Details! 


GEORGE KOCH SONS, INC. 


EVANSVILLE, INDIANA 


November, 1952 
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LETT as its sales representatives in 
Metropolitan New York, including north- 
ern New Jersey. 


| | MEETINGS | 


The PHILADELPHIA BRANCH, 
A.E.S., has announced that its Annual 
Educational Session and Banquet will be 
held on Saturday, November 22, at the 
Broadwood Hotel. 

Beginning at 1:30 P.M., the Educational 
Program will be as follows: Dr. R. B. 
Saltonstall, Technical Director, Udylite 
Corp., ‘‘Nickel Plating—Today and To- 
morrow’; Edwin F. Ottens, Chemical 
Engineer, Philco Corp., ‘‘Practical As- 
pects of Zinc and Cadmium Plating’’; 
Dr. W. L. McCracken, Director of Re- 
search, Detrex Corp., ‘‘Periodic Reverse 
and Ultra-Sonic Cleaning.” 

The Banquet will be at 7:00 P.M. 


PHILIP H. FISHER, son of Harry S. 
Fisher, a chemical engineer at the T'a- 
coma plant of the Pennsylvania Salt 





YOU 


can rely on 


RANDOLPH 


for prompt shipment 
in any quantity of 


Performance - Proved 
Government Specification 


FINISHES 


Lacquers @ Enamels @ Dopes @ Thinners 
Clear Metal Finishes @ Colored Lacquers 
Clear S.G. for Metal @ Texture Enamels 
Specialized Production Finishes 
Aircraft Finishes 


RANDOLPH 


PRODUCTS CO. 


CARLSTADT, NEW JERSEY 
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Manufacturing Co., of Washington, has 
been awarded the 1952 college scholarship 
provided by George B. Beitzel, Pennsalt 
president. 

The scholarship provides $300 a year 
for four years of study toward a bachel- 
or’s degree at an accredited college or 
university. This year’s recipient attained 
very high grades in mathematics and 
science courses. and plans to attend the 
University of Washington. 


RE era ee 
meetimes 


OF INTEREST 
TO FINISHERS 


Nov. 10-13. Semi-Annual Meeting, Na- 
tional Electrical Manufacturers Assn., 
Haddon Hall Hotel, Atlantic City, New 
Jersey. 

Nov. 17-19. 64th Annual Convention, 
National Paint, Varnish and Lacquer As- 
sociation, Palmer House, Chicago, Illi- 
nois. 

Nov. 18-22. 
tries’ Show, 
Illinois. 

Nov. 20-22. 30th Annual Meeting, Fed- 
eration of Paint and Varnish Production 
Clubs, Palmer House, Chicago, Illinois. 

Nov. 20-21. Midwest Quality Control 
Conference, American Society for Qual- 
ity Control, Claypool Hotel, Indianapolis, 
Indiana. 


Dec. 5. Detroit Branch, A. E. S., Annual 
Educational Session. 

Dec. 6. Detroit Branch, 
nual Banquet. 

Dec. 12. Newark Branch, A. E. S., An- 
nual Educational Session. 

Dec. 13. Newark Branch, A. E. S., 
Christmas Party and Banquet, 7 P. M., 
Robert Treat Hotel. 

January 24, 1953. Grand Rapids Branch 
A. E. S. Annual Educational Session (2 
P. M.), and Banquet (7 P. M.), Pantlind 
Hotel. 

Jan. 31, Annual 
Session and Banquet, Chicago Branch, 
American Electroplaters’ Society, Con- 
rad Hilton Hotel, Chicago, Illinois. Tick- 
ets, $10.00 per person, may be obtained 
from Rudy Hazucha, banquet chairman. 

Apr. 18. Annual Technical Session and 
Banquet, Boston Branch, A.E.S., Hotel 
Statler, Boston, Massachusetts. 


17th Annual Paint Indus- 
Palmer House, Chicago, 


A. E. S., An- 


Educational 


Meeting, 
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DEBURRING 


PRODUCTION increaned 65 % 


AT BAKER- 
RAULANG 


Leading Manufacturer 
Of Electric Lift Trucks 


TILTING 
TUMBLING 
BARRELS 


Insulating bushings were formerly deburred 
with emery wheels at a rate of 300 per hour. 
With use of a Globe Tilting Tumbling Barrel, 
production was stepped up to 2000 pieces per 
In addition to an 85% 


hour. production in 


crease, the tumbling barrel released two men 


for work in other departments. 


Extra economies are obtained by tumbling odd 


shaped pieces difficult to deburr with hand 


sti ia taaieuanemcateace ame . 
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BST 76th STREET 
CNDUSTRY. 


wheels. With the Globe 
Baker-Raulang has doubled deburring produc 


Tumbling Barrel, 


tion, and is obtaining finer finishes, using only 


3 men in place of 5 men formerly required. 


FREE EXPERIMENTAL SERVICE 


Let Globe’s experimental engineering service 
analyze your finishing problems. Send samples 
of parts and completed piece to show finish 

desired and Globe will provide detailed 
Write today! 


finishing recommendations. 


No obligation, of course. 


GLOBE STAMPING DIVISION 


CLEVELAND 2, OnIO: 
Swe Lye Piel 
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The Fresh’nd-Aire Heaterette is a heater- 
fan designed to provide year-round com- 
fort. Its grill is chromium plated and the 
body is finished in tan with brown trim for 
the 1320 watt unit; cream with burgundy 
trim for the 1620 watt unit. The enameled 
parts are first degreased, phosphatized, 
and then painted electrostatically. 


(Photo courtesy Fresh’nd-Air Company, 
Chicago 1, Ill.) 


This Rotary Tab and Label Imprinting Machine was engineered for both appear- 
ance and service. Designated the American 400, it operates on the liquid 
duplicating principle. The machine has a light blue crackle finish. 


(Photo courtesy American Tag 
Company, 
Belleville 9, N. J.) 





This “Office of the Year’’ award was 
established by Andrew Geyer and is pre- 
sented by Office Management and Equip- 
ment. The silhouetted design is executed 
in bronze, silver plated, and mounted on 
ebony finished walnut. 


(Photo courtesy Medallic Art Company, 
New York, N.Y.) 


This automatic washer and dryer is 


designed to fit not only into a base- 


ment but also into a kitchen. For 
the washer, the interior cylinder 
has two coats of blue speckle, the 
tub one coat of blue, and the top 
panel a blue undercoat and white 
top coat, all porcelain enamel. The 
cabinet has a gray undercoat and 
white top coat of paint while the 
clothes door, and ring and bar are 
finished in decorative chrome. The 
dryer has the same finishing system 
as the washer with the exception 
that the cylinder is painted with two coats of heat and abrasion 
resistant paint. 


(Photo courtesy Bendix Home Appliances, 
South Bend, Indiana.) 





shortens booth cleaning time 


.. [OFFERS 3 OTHER IMPROVEMENTS 


Here’s how... 

Binks NEW Dynaprecipitor Spray Booth uses a new combina- 
tion of washing and centrifugal force to remove pigment from 
overspray and thereby shorten booth cleaning time. Water- 
washes at the points marked e in the illustration scrub out the 
paint particles suspended in the air. 

By making sudden changes in the direction of air flow at the 
points marked *, centrifugal force flings the remaining paint 
particles from the air onto the booth’s washed surfaces. 


Binks new booth shortens cleaning time because there are no 
areas on the water curtains or baffle plates where paint can 
build up. Every surface the pigment contacts is constantly 
flushed. Cascading water washes all pigment down into the 
collection pan. 


Binks new booth shortens cleaning time because the new self- 
scouring baffle plates and major water curtain can be quickly 
removed without tools for maintenance and inspection. 


What’s more—Binks new spray booth 
also gives you... 


Floor space economy. The collection pan on this booth occu- 
pies less floor space. It still contains, however, ample capacity 
for the collection of heavy solids and light pigments in its front 
section. These solids and pigments are removed by skimming. 
Notice the divider plate that prevents their recirculation. 


Water Economy. The same water is used over and over again. a 
The only make-up water needed is that required to compensate % 
for slight evaporation. 


Protection against fire and explosion hazard. This booth re- 
moves pigment and vehicle so efficiently that Binks guarantees 
every Dynaprecipitor installation to exceed the requirements of 
fire, health, and state authorities. 


Send for your FREE copy of Bulletin DUC... 


shows how you can save time and money with this 
new booth. Facts that back each claim are thor- 
oughly explained with pictures and sketches. See 
your Binks distributor or write to: 

Binks Manufacturing Company 

3118-40 Carroll Ave., Chicago 12, Ill. 





















































GUNS © SPRAY BOOTHS * MATERIAL TANKS * EXTRACTORS & ACCESSORIES 


mts 
REPRESENTATIVES IN PRINCIPAL U.S. & CANADIAN CITIES © SEE YOUR CLASSIFIED -<. » DIRECTORY 





e EQUIPMENT 


Deburring Machine for Jet 
Turbine Disc-Slots 


Announcement is made by the Murray- 
Way Corporation, P. O. Box 180, Birming- 
ham, Mich., of the development of a 
versatile polishing head which, while de- 
veloped for turbine disc-slot operation, 
may be converted by a few simple ad 
justments to a wide range of uses 


ie pom 
eWAAAN' 
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e MATERIALS 
e PROCESSES 


Especially designed for fast, accurate 
and economical deburring in jet manu- 
facturing, it incorporates several of the 
famous Murray-Way universal-position- 
ing features. 

The head may be used with either 
Wheels or buffs and is stated to be ex- 
ceptionally compact in design, allowing 
the use of two, three or four heads as 
the work requires. 


Pup Ion-Exchange 


Reactor and 
Regenerator 


Tube 


Announcement is made 
of the availability of an 
ion-exchange reactor, by 
the Pup Reactor Division, 
of Enley Products, Inc., 
254 Pearl Street, New 
York 38, N. Y. Claimed 
by the manufacturer &® 
be capabie of dgir “ 
thing in ion-¢ 
unit is deser? 
uid conditioni 
for servicing 
field of ion-exch 
the removal of s¢ 
gaseous media 


Deburring Machine for Jet 
Turbine Disc-Slots 
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Pup Ton-Exchange Reactor (left) and 


Regenerator Tube 


The Reactor is constructed throughout 
of high temperature acrylic resin and 
therefore offers good chemical resistance 
plus clarity. It can be used individually 
or in multiples for simple or 
processes. 

A companion to the Reactor is the Pup 
Regenerator Tube which is stated to fa 
cilitate easy and fast regeneration by the 
user. This tube may be used by simply 
attaching it to the Reactor, and allows 
for backwashing of 


complex 


resins 


Airless Atomization 
Products, Inec., 4317-A Ridge 
Road, Cleveland 9, Ohio, has announced 
the development of a spray painting sys 
tem which does not depend 
pressed air for atomization, but utilizes 
relatively high fluid pressures and tem 
peratures 

Components of the Air Atomization 
System consist of 
pump, a heating unit, and a special spray 
gun which is merely a housing for the 
trigger. Through the use of high temper 
atures, viscosity is greatly lowered and a 
lower solvent ratio can therefore be used 
Further, part of the solvent is ev iporated 
but prevented from boil- 
ing due to the high pres 
sure. The vapor pressure 
thus set up, together with 


sede 


upon com- 


a high-pressure pistor 


Components of the Airless 
Atomization system, from left 
to right: heater and pump 
for lacquer, pump for enam 
el, special spray gun, and 
heater for enamel 


1952 
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the high fluid pressure accomplish at- 
omization through a small nozzle such as 
is used for water solutions. 

Operating temperatures range from 
160-220 deg. F 160-165 degrees being 
used for lacquers and 180-220 degrees for 
synthetics. Operating pressure is from 
300 to 600 p.s.i. According to the manu- 
facturer, the lack of atomized air re- 
sults in no rebound of spray and waste 
is therefore drastically reduced. Exhaust 
air requirements are also lowered due to 
lower solvent and lack of re- 
bounding paint 

No specific lacquer or enamel formula- 
tion, except for solvent, need be used. 
This system, it is claimed, takes all ad- 
justments out of the spray operator’s 
control. It can be used for any paint that 
will take high temperature, and thinner 
films or any film thickness can be achiev- 
ed with good flow out 


content 


. ° 
Speedylectric Model JC-10 

Livingstone Engineering Company, 100 
Grove St. Worcester 5, Mass., has an- 
nounced changes and improve- 
ments in the Speedylectric Steam-Jet 
Cleaner JC-10. The smallest portable unit 
of the steam jet cleaner line, it is stated 
to have pressures up to 150 
p.s.i. and « lose control of steam deter- 


design 


operating 


gent mixtures 

The cleaner uses steam from a built- 
in high pressure boiler which is claimed 
safe since the boiler 
water itself is the electric resistant ele- 
there is no water, no cur- 


to be 


completely 


ment and il 
rent can pass 


Osborn Brush Assembly Units 


The Technical Department of The Os- 
born Manufacturing Company, Cleveland, 


Ohio, has developed a line of special 
Brush Assembly Units for quick and ac- 
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curate insertion and removal from brush- 
ing machines. 

Designed to protect the brushes against 
the hazards of possible damage and to 
facilitate handling larger-size brushes, 
the unit is a complete package equipped 
with brushes, bearings, guards, guides, 
and servicing adjustments. 

When servicing the unit, to replace the 
brush part for example, the double bear- 
ing endof the shaft need not bedisturbed. 
After the brush unit has been detached 
from the drive and removed from its po- 
sition, the single pillow block bearing 
may easily be loosened from its base. 
This permits that end of the brush and 
the loosened bearing block to be lifted 
from the box guard mounting, and be 
swung upward about a pivot near the 
double pillow block bearings. Holes in the 
box guard mounting can be used for 
hoisting. 


Barnstead Central Supply 
Still 


The Barnstead Still & Sterilizer Co., 
130 Lanesville Terrace, Forest Hills, Bos- 
ton 31, Mass., has announced the avail- 
ability of a central supply still. Engineer- 
ed for small wall space, the still design 
consists of the Barnstead type ‘‘Q,’”’ py- 
rogen-removing water still and a handy 
12 gallon Pyrex tank. With a capacity of 
10 g.p.h., the still can easily be attached 
to walls through the use of unions which 
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x 
Osborn Brush Assembly Unit 
— 


¥ 


can be %eadily loosened. The 
model, now in full production, 
has be proven in hospitals, 
and scietific laboratories 


Emptying Attachment 
for Carboy Rocker 


The Morse Mfg. Co., 125 Dick- 
erson, Syracuse 2, N. Y., has 
announced an attachment that 
allows a carboy rocker to hang 
from a chain hoist or crane over 
a vat until emptied. Stated to 
get the last drop from a carboy 
safely and efficiently, the at- 
tachment, with two wheels 
which run on the rocker parts, 
has a lock hook which holds the 

carboy rocker in the upside-down posi- 
tion. Simple leverage will right the car- 
boy rocker. The rocker is equipped with 
wheels to serve as combination truck and 
rocker, and will handle conventional size 
acid carboys from 18 by 18 by 23 to 20 by 
20 by 25. Adjustable steel rods connect 
the angle steel braces to tighten their 
grip on the carboy. 


Emptying Attachment on Carboy Rocker 
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Aluminum and Tin Cleaner 

Oakite Products, Inc., 120 Rector St., 
New York 6, N. Y., manufacturers of 
specialized cleaning and allied products, 
have announced the development of Oak- 
ite Composition No. 80-A, a material de- 
signed for use wherever a Cleaner offering 
i high degree of safety to aluminum, tin 
or other soft metals is required. 

Oakite Composition No. 8O-A, the man- 
ufacturers state, has wide applications 
on a broad variety of work in aircraft 
and meta! plants where exceptional clean- 
ing ability and thorough safety in use are 
sssential. Material may be used in soak 
tanks or pressure spray washing ma- 
chines, is readily soluble in hot water, 
and rinses easily with hot or cold water 
It does not exhibit any tendency to foam 
excessively, it is claimed 


Catalyst Spray Gun 
A spray gun has been developed by the 
Binks Manufacturing Company, 3122 Car- 
roll Ave., Chicago 12, Ill., for the applica 
tion of the recently developed epon resin 
paints. With this gun, a catalyst is mixed 
With the paint a split before it 
strikes the surface, the blending of the 
paint and the catalyst being accomplished 

with a dual-feed head on the gun 
The spray gun is a heavy-duty produc- 


second 


Catalyst Spray Gun 
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KEEP SPRAY BOOTHS 
SAFER FROM FIRE! 


WITH NON-INFLAMMABLE 


BOOTHCOTE 4 


FOR DRY WALL BOOTHS 
AND THE NEW 


BOOTHCOTE S 


Makes frequent clean- 
ng easy. Pre-mixed, 
dy to use, safe to 


rea 


tore. Saves time. lo 


flaking off 


bor, no 
Spray or brush on 
clean booth. When de- 
operator peels 
off overspray in sheets. 
Advocated by insurance companies 


Money-back trial offer: 5 gals. $6.25 


HYGRADE'S STERLING CREME 


protects hands and arms from paint, grease, ink, 
etc. penetrating skin. Soil washes off easily with 
harsh solvents or cleaners. 


10 Ib. pail $12.00. 12-7 oz. jars $6.00. 


HYGRADE’S STERLING CLEANER 
(WATERLESS HAND CLEANER) 


printers” 


dU 


olives grease, grime, fresh paint, tar, 


shellac. mast without water 


10 Ib. pail $9.00. 12-14 oz. jars $7.08. 
All prices f.o.b. Buffalo. 


HY GRADE 


FOOD PRODUCTS CORP. 
Industrial Div., 18 Stetson St., 
Buffalo 6, N. Y. 


cement, etc 
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tion gun with the precision catalyst feed 
system added. The hookup for the cata 
lyst painting system consists of the gun, 
an air line, and lines for paint and cata- 
lyst; two pressure tanks. To assure 
correct feed-ratio of catalyst to paint 
the same air pressure is used on both the 
catalyst and paint tanks 


Corrosion-Resistant Tank 
Liners 


Corrosion-resistant tank liners made of 
Agilene and Agilide are now offered by 
the American Agile Corporation, P. O. 
30x 168, Bedford, Ohio. 

These tank liners, which are of 
welded construction, are cus- 
tomers’ specifications and can be fur- 
nished complete with drain and overflows, 
flanges, fittings and valves thus permit- 
ting incorporation into existing pipe lines 
and installations. 

The chemical inertness of Agilene or 
Agilide and the welding method employed 
in the fabrications of such tank liners 
are stated to guarantee a leak-proof liner 
and reduces maintenance and replace 
ment costs of storage, make-up, and plat 
ing tanks. 


fully 
made to 


Scotch Tape No. 850 

A transparent pressure-sensitive tape, 
only 2 mils thick, was announced for in- 
dustrial and defense production use by 
Minnesota Mining and Manufacturing 
Co., 900 Fauquier St., St. Paul 6, Minn. 

This tape, Scotch brand pressure-sensi- 
tive tape No. 850, is made with a polyester 
film backing that is claimed to be superior 
to most existing plastics in heat and 
chemical resistance. 

The tape is stated to possess excellent 
resistance to acids, alkalies, acetones, 
ketones, hydrocarbons, esters, and other 
common solvents and 1s expected to find 
wide use for splicing, protecting, reinforc- 
ing, edging, covering and masking. It is 
available in standard \4- to 1-inch widths 
on 2,592-inch rolls. 


Lucoflex Ventilating Fan 

The American Lucoflex Co., 1 East 57th 
Street, New York 22, N. Y., has announc- 
ed the application of its hard vinyl indus- 
trial plastic to industrial fans and venti- 
lating equipment. This plastic, it is stat- 
ed, retains its original toughness through 
any chemical atmosphere without crack- 


DRUM AND BARREL 
HANDLING EQUIPMENT FOR 
QUALITY, PRICE & SERVICE 





No. 44 $36.20 No. 10 $20.70 








MORSE MAAC COIN 
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The Model 100 Hand Truck handles all kinds 
of drums and barrels, as well as boxes, refrig- 
erators, etc. The Width at wheels 21”, Length 
60”, Capacity 1000 Ibs., Weight 80 Ibs. Price: 
rubber tired wheels $52.30, steel wheels $44.20. 








125 Dickerson Street 
Syracuse 2, N. Y. 
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To boost vital jet aircraft production jet blades 
like the one above, are being produced faster than 
ever before because of the speed and efficiency of 
Packer completely-automatic buffing machines. 
Packer-Matics specially-designed to do this one 
job are finishing at a high rate of production, to 
exacting specifications, without a single finishing 
reject.'Packer machines are also hard at work 
buffing, grinding, or de-burring reciprocating en- 
gine parts for planes, tanks, and vehicles, casings 
for shells, and many more items essential to de- 
fense. If higher finishing room production can 
help you, whatever you make, write today for 
more information about the versatility of contin- 
uous, indexing, or straight-line Packer-Matics: 
the Packer Machine Company, 400 Center St., 
Meriden, Conn. 


PACKER-MATIC 


AUTOMATIC MACHINES FOR BUFFING @ POLISHING e DEBURRING e GRINDING 
THE PACKER MACHINE COMPANY @ MERIDEN, CONN. 
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ing or aging. There are no plasticizers 
present to bleed out. According to the 
manufacturer, Lucoflex is non-inflamma- 
ble, and has outstanding thermal, chem- 
ical and physical properties. It is dimen- 
sionally stable and has good electrical 
properties as well as being highly serv- 
iceable and versatile in fabrication 


Wire Cup Brush 

A wire cup brush with replaceable filler 
has been developed by Hewitt-Robins, 
Inc., Buffalo 5, N. Y., for the removal of 
rust, scale, paint and welding slag from 
railroad equipment, tanks, gears and 
other metal surfaces. 

The brush inner and outer 
metal adapters with a replaceable cup- 
shaped filler in which the wire bristles 
are anchored in place with rubber. It 


consists of 


1S 


Large Industrial Fan made of 
Lucoflex 


the metal adapters need be pur- 
chased only once. The cup shap- 
ed filler can be replaced a limit- 
less number of times. The brush 





is stated to have improved bal- 
ance, shock absorption and bris- 
tle retention. 


Dip Painting Process 
An automotically controlled, 
conveyorized dipping process 
for quantity production of baked 
enamel and lacquer finishes was 
announced by the Apex Stamp- 
ing Company, 70 Marshall Street, New- 
ark. N.. J. 

It is claimed that due to this develop- 
ment, known as the Steingetz System, 
the paint loss which occurs in the con- 
ventional spray method for enamel fin- 
ishes, has been completely eliminated. 
The Steingetz System has been licensed 
exclusively to the Apex Stamping Com- 
pany. 

Other advantages of this system are 
stated to be controlled uniformity, com- 
plete overall coverage, thorough baking, 
and the elimination of drip and tear 
marks. 


Burdett Line Burner 
A recent announcement by the Burdett 
Manufacturing Company, 3433 W. Madi- 
son St., Chicago 24, Ill., discloses the de- 
velopment of what is said to be a more 





expected to be more economical because 
eo WE'D LIKE TO GET 
q A COPY OF THE BIG 


NEW M & E SPRAY 


FINISHING EQUIPMENT GUIDEBOOK 


Name 


Title ‘ . — 
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SPRAY BOOTHS - Systems 


MANUFACTURING COMPANY 


PAINT SPRAY FINISHING SYSTEMS 


INDIANAPOLIS 5, INDIANA 


Street 
chy... 
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Nancy’s spent too much time washing and dressing dolly to have her 
fouled up... and you, as a plater, have invested too much time and 
money cleaning your metal to put it into a bath of questionable purity. 


Red Label Darco S-51 quickly adsorbs impurities that would otherwise 
be deposited on the freshly cleaned work. It conserves scarce metals 
and gives you a better job with thinner deposits. 


Red Label Darco S-51 is specially treated for use in 
With clean metal .. . plating—the only carbon that meets the benzol-mer- 
keep the bath clean ‘Uury test : It’s easy to handle . . . easy to wet . . . easy 
—_— - to make into a slurry. Place your order for Red Label 
pie ore Darco S-51 today. Nearly all suppliers carry Darco in 
stock ... so don't accept substitutes! 





Send for reprints of “Filter 
out your plating rejects.” 





1 DARCO DEPARTMENT 
ATLAS POWDER COMPANY 
Darco General Sales Offices 


60 East 42nd Street, New York 17, N. Y. 








REG.U.S.PAT. OFF 
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Burdett Line Burner 


flexible and efficient adaptation of the 
Burdett principle of radiant heating. 
Named ‘‘Radi-Heat,’’ it is stated to in- 
corporate several important advances, 
among which are maximum rate of heat 
transfer, complete combustion with re- 
sulting fuel economy; reduced processing 
time; maximum uniformity of product; 
and mimimum low cost maintenance. 
According to the manufacturer, some 
of the advantages are the wide fanning 
radiation of the refractory, accomplished 
by the open-faced design; burner will not 
backfire or blow itself out at any mani- 
fold pressure; and the gas retaining sec 





I'll Save You Time 
and Eliminate 
Costly Rejects ! 





Use Detroit Handy "Tac" 
Rags on every job to re 
move all dust, lint and 
sand particles before 
painting. Ready for 
instant use. Never 
harden or dry out 
There is no substi 
tute. Guaranteed 


gasstaseucoumeany 


: DETROIT: 
EHANYT ALC Rei i 


NON 
INFLAMMABLE 














Order now ~ 
from your 
supplier! 


Standard of the FINISHING INDUSTRY Since 1934 


DETRO MFG. & SALES CO., CULVER CITY, CALIFORNIA 
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refractory gives faster light-up, 


raw gas ad- 


tion of 
thereby reducing amount of 
mitted to oven, 


NEW BOOKS 


Corrosion Testing Procedures. By F. A 
Champion. Published by John Wiley & 
Sons, Inc., 440 Fourth Ave., New York 16, 
New York. 340 pages. Illustrated. Price, 
$6.25. 

Written for the technician mainly con- 
cerned with practical problems in the 
corrosion of metals in service and the 
production of a metal surface of adequate 
corrosion protection, the book is divided 
into five stages, in each of which various 
alternate methods of procedure are de 
scribed. 

The stages into which the complete text 
has been divided are choice and prepara- 
tion of metal and corrosive; exposure of 
the metal to environment; cleaning prep- 
aratory to examination; examination and 
expression and interpretation of results. 

Well illustrated with photographs and 
diagrams and well marked as to refer- 
ences used, this book can be an excellent 
aid to the corrosion investigator. 


1952 Finishing Handbook & Directory. 
Published by Sawell Publications Ltd., 4 
Ludgate Circus, London, E. C. 4, Eng- 
land. 600 pages. Illustrated. Price, 15 
shillings ($2.10). 

The culmination of a year’s work of re- 
vision, this issue of the Finishing Hand- 
book & Directory is considerably larger 
than the previous one and is a mine of in- 
formation. 

In this year’s edition, the sections in 
the front have been rearranged and sev- 


eral new ones have been added elsewhere 
CHEMSTEEL company. inc. 


301 Chemsteel Bidg.. Walnut St., Pittsburgh 32, Pa. 


Send data on Engineering & Construction facilities for 
ACID-ALKALI-PROOF CONSTRUCTION 
of processing & storage tanks & flooring in 
[_]} Steet Plant [_] Chemical [—]} Textile [_] Food 
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cm your hands, 


This book, in your hands, may 
s well solve all your problems of 
BLACK OXIDE finishes for metal. 


Here is data on tanks, tempera- 
tures, cleaners—and the facts about 
BLACK MAGIC Type A BLACKEN- 
ING SALTS. 


This new BLACK OXIDE finish 
easily blackens heat-treated 
pieces, uses less salt, operates at 
a lower temperature, requires no 
rectification by cyanide additions, 
requires only one tank, one salt. 


BLACK MAGIC MEETS GOV'T 
SPECS 57-0-2C Type 3, 51-70-1A 
Finish 22.04, AMS 2485 and all 
other black oxide specs. 


WRITE TODAY for your copy of the 


= ae ee ee eee ee ee ee ee ee ee 
I THE [MITCHELL BRADFORD CHEMICAL CO 





Pleose 

Nome 
J compony 

Address 
j City State 
= = 


Ghai) fs 


THE MITCHELL-BRADFORD CHEMICAL CO. 


2446 MAIN ST STRATFORD, peng 
Sales and Technical Service also available at our ogo office: 


7001 North Clark padi sentatives in all leading cities 


QUALITY PRODUCTS OF CHEMICAL RESEARCH 6) 


° 
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Pretreatment processes are featured 
first, followed by paint finishes. Continu- 
ing through the book, the reader will find 
further sections dealing with electroplat- 
ing, galvanizing, and metal coloring. New 
sections deal, among other subjects, with 
marking processes, car finishes, and trick 
finishes. 

Tables and data of interest and use to 
the finishing shop are again included, and 
cover metallic elements and their pro- 
perties, pH values for electroplating so- 
lutions, number of gallons capacity of cir- 
cular tanks of a given depth and diame- 
ter, standard gauges, temperature con- 
version tables, and a list of substances 
with common and chemical names and 
formulas. 


Lead in Modern Industry. Published by 
the Lead Industries Association, 420 Lex- 
ington Avenue, New York 17, New York. 
230 pages fully illustrated. Price, $1.50. 

The only book currently available de- 
voted exclusively to the manufacture, ap- 
plications and properties of lead, lead al- 
loys and lead components. It is written 
to provide a broad picture to the public, 
and at the same time, serve as a handy 





Assure lower- 
cost operation, 
higher oper- 
ating efficien- 
cy and more 
dependable 
service. For de- 
tailed informa- 
tion, send in the 
coupon for Bul- 
letin 20-210. 











THE ELECTRIC PRODUCTS CO. 


e 1741 CLARKSTONE ROAD « CLEVELAND 12, OHIO « 
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reference source for those using lead and 
its products. 

Of sufficiently technical nature to be of 
practical value to the engineer, the book 
is divided into twenty-eight chapters be- 
ginning with the history, production and 
various fabricating techniques of the 
metal. Separate chapters are devoted to 
the more important uses of lead. Corro- 
sion resistance of lead and its alloys are 
fully described, complex operations being 
illustrated with drawings and _ photo- 
graphs. 

The book is well rounded out with the 
latest specifications for lead, lead alloys 
and lead products. 


101 New Uses for Porcelain Enamel. 
Published by the Porcelain Enamel In- 
stitute, 1010 Vermont Ave., N. Y., Wash- 
ington 5, D. C. Price, $6.00 

Considered one of the most comprehen- 
sive business-provoking projects ever to 
be carried out by a national association 
for its membership, this publication lists 
101 new commercially feasible applica- 
tions of porcelain enamel. The scope of 
product suggestions is highly diversified, 
ranging from hog feeders and ship bulk- 
heads to various types of hoppers, hous- 
ing, jet engine parts, receptacles, tanks, 
towers, and area walls. 

Specificadvantages of porcelain enamel] 
for each particular application are dis- 
cussed, and sufficient marketing data are 
included to give a potential manufacturer 
a good clue to his possible success in lo- 
cating and satisfying an existing market. 


Analytical Methods for the Determina- 
tion of Cyanides and Cyanates in Plating 
Wastes and in Effluents from Treatment 
Processes (A. E. S. Research Report Ser- 


PAINT MIXER 
MIRACLE 


5 GALLON 
PAINT REJUVENATOR 
All paint restored 
to original consis- 
tency without open- 
ing the can. 
2 minutes per gallon. 


MIRACLE PAINT 


REJUVENATOR CO. 
127E. 9thSt., St. Paull, Minn. 
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MORE PRODUCTION PER 
BUFFING & POLISHING WHEEL 
DOLLAR ...with STANDARD 


variable speed installations! 


(Each operator is 
independent of the other.) 


Type R2V. Independent Spindles 


Two 3 H.P., Two 5 H.P., Two 71/2 H.P., Type RV. 3, 5, and 71/2 H.P., 
and Two 10 H.P. and 10 H.P. 


30 MODELS FROM 1 H.P. 
TO 20 H.P. 


Maintains peripheral speed 
throughout wheel life. 
Gives you maximum usable 
wheel life. 

Lower production costs. 
Higher production. 

Also available in single or 
multiple speeds from 

Vy to 60 H.P. 


HERE’S PEAK EFFICIENCY THAT SAVES YOU TIME 
Type 1BVP: 1—3 H.P. AND MONEY. These machines with their “Spee- 


Available in Bench or Pedestal dial’ controls give you any spindle speed from 
Model in 2 and 4 Ball Bearing 1500 to 3000 R.P.M., Instantly! Other speeds from 
Construction. a minimum of 300 R.P.M. to 15,000 R.P.M. 


the STANDARD electrical tool co. 


2518 River Road e Cincinnati 4, Ohio 
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ial No. 19). By Barnett F. Dodge, Walter 
Zabban, Earl J. Serfass and Robert B. 
Freeman. Published by the American 
Electroplaters’ Society, 445 Broad Street, 
Newark, New Jersey. 28 pages. Illus 


compounds. 

A complete review of the geology, geo- 
chemistry, metallurgy, chemistry, phy- 
sics, and technology of titanium, the ma- 
terial is systematically arranged and 


trated. Price $0.65 

This book is divided into two parts, 
and presents the paper ‘‘Analytical Meth 
ods for the Determination of Cyanides in 
Plating Wastes and in Effluents from 
Treatment Processes’? by E. J. Serfass, 
R. B. Freeman, B. F. Dodge and W. Zab 
ban, and ‘‘Analytical Methods for the 
Determination of Cyanates in Plating 
Wastes and in Effluents from Treatment 
by B. FY. Dodge and W. Zab- 
papers are Clearly presented 
and equipment 


critically reviewed, and _ includes’ 100 
graphs and a 22-page index 


Forum Proceedings of the Porcelain 
Enamel Institute. Published by the Por- 
celain Enamel Institute, 1010 Vermont 
Ave., N. W., Washington 5, D. C. Cost, 
$5.00. 

All papers and discussions presented at 
the 13th Annual Shop Practices Forum of 
the Porcelain Enamel Institute now are 
available in a single bound volume. Held 
last October at Ohio State University and 
attended by over 250 representatives of 
porcelain enamelers and their suppliers, 
the Forum was devoted to the latest tech- 
niques and developments in porcelain 
enamel production. 


Processes”’ 
ban. 
with graphs and tables, 
used is illustrated 


These 


TITAN—System No. 41. Available from 
Walter J. Johnson, Inc., 125 E. 23rd St., 
New York, N. Y., or Stechert-Hafner, 
Inc., 31 E. 10th St., New York. N. Y. 511 
pages. Illustrated. Price, $27.20. 

This is the latest volume of the world- 
famous ‘‘Gmelin Handbuch” which con- 
tains the most comprehensive and up- 
to-date data on titanium, its alloys and 


Practical Metallurgy for Engineers, 
Fifth Edition. Published by E. F. Hough- 
ton & Co., 303 W. Lehigh Ave., Philadel- 
phia 33, Pa. 599 pages. Illustrated. Price, 
$3.50. 

This volume represents more than a 
year’s work by the Houghton research 
staff to bring the previous (1943) edition 
up to date. It presents the latest stand- 
ards and practices followed in the metal 
industry today and includes a discussion 
of future probabilities relating to new 
metals, new alloying elements, and new 
types of heat treatment 


IS YOUR PROBLEM 
POLISHING? 
ES 


Technical Reporting. By Joseph N. UI- 
man, Jr., Published by Henry Holt and 
Company, Inc., 383 Madison Ave., New 
York 17, N. Y. 290 pages. Price $4.75. 


CORROSION-PROOF GF wt? 
2s O54 
AS 


HOLLAND 
SUGGESTS: 


Motor Driven Tilting 

Tumbling Barrels for 
cleaning, polishing, grind- 
ing, deburring, sanding, 
burnishing and _ various 
other applications 


WRITE for New Holland 
Equipment Catalog 


J. HOLLAND & SONS, INC. 


MANUFACTURERS * DEALERS 


276 SOUTH WINTH ST. « BROOKLYN, W. Y. 





© TANKS, FLOORS, FUME DUCTS 

_ AND PROCESS EQUIPMENT 
ee e COMPLETE LINE OF 

PROTECTIVE COATINGS... 


Over a Quarter Century of Experience 


CORROSION-PROOF 
MATERIALS + CONSTRUCTION + SUPERVISION 
4832 RIDGE RD. 


<__ The CEILCOTE Co. CLEVELAND 8, OHIO 
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Mr. Ulman, by training and experience 
a writer and an engineer, has been writ 
ing and editing engineering reports for 
many years. At present he is assistant 
professor of English at the Massachusetts 
Institute of Technology 

The handbook is written as a tool te 
help the reader master written communi 
cation within his specialized field of 
science or engineering. After an intro- 
duction on the importance of technical 
writing, the author important 
fundamental principles and general pro 
cedure. The next few chapters are de 
voted to prenaring tvpes of 
reports. Following chapters discuss me 
chanics, the use of 


reviews 


Various 








The book will be welcome to chemists, 
students of chemistry, salesmen, pur- 
agents and industrial 


chasing users of 


detergents 


Finishing Engineer. Automation is fea 
tured in the first issue of the Finishing 
Engineer, a magazine for the metalwork- 
ing industries, now published quarterly 
by the Metalwash Machinery Corpora 
tion, Elizabeth, N. J 

Succeeding issues of the 
Engineer will feature 
interest to the finishing 


Finishing 
irticles of spec ial 


industry 





tables and visual 
presentation of in 
formation. An ap 
pendix, filled with 


various types of ex 
amples, is included P, 


Detergents 
—wWhat they are 
and what they do. 
sy Donald Price, 
Ph. D., Technical 
Director, Oakite 
Froducts,; IEne. 
Published by 
Chemical Publish- 
ine Co., Isnc¢., 2i2 
Fifth <Ave., New 
York 10, N Y 
Price $4.00 

This book brings 


detergents from 





the realm of spe 
cialized organi¢ 
chemistry to the 
level of the ave 

rage reader. It ex 

plains the hows 
and whys of deter 

gency in simple 
nontechnical 
terms, and reveals 
the chemical na 

ture of the various 
groups of surface- 
active agents. The 
illuminates 
the mechanism of 
their 


Sands 
Cleans 

Smooths 
Polishes 


Three 414" x 6'4" 
coverings cut 
from standard 9” 
x 1] abrasion 
sheet 


Speed 


book 


ition in re 
moving Water 
hard-to-wet sur 
faces. It discusses 
imong others the 
role of optical! 
bleaches, builders 
and extenders 
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110 v., 
nor gear-housing to collect grit and dust 
Sealed 


num 








Motor Driven 


—-_ ‘ 
FA Xo Orbital Motion 










Makes a hun- 
dred 


fast and 


tedious jobs 


Will 


sand to the bare wood or 


easy 


metal, featheredge, or smooth 
and polish to a ‘“‘piano finish.”’ 
Powerful direct-connect, 3450 r.p.m. 
A.C. air-cooled motor. No gears, 
Cast-alumi- 
hand 


ball-bearing thruout 


body and chrome plated—in 


weight only 5 lbs. Natural grip, all-position 
handle with sliding thumb switch and 3 


wire rubber-covered cord 
WRITE FOR CIRCULAR 
“ay MANUFACTURING CO. 


1895 So. 52nd Avenue @ Cicero 50, Illinois 
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PRODUCT LITERATURE 





For further information on 


any product mentioned in this 
issue—use the READER SERV- 
ICE CARDS between the covers. 











Corrosion resistance for zine plate. Uni- 
chrome dip and anozinc processes for pro 
ducing corrosion-resisting, chromate con- 
version coatings are described in litera- 
ture now available from United Chrom- 
ium, Incorporated, 100 East 42nd Street, 
New York 17, N. Y. Unichrome dips pro- 
duce clear, yellow, olive drab, 
color, and black coatings on zinc and 
cadmium by simple chemical action. The 
Anozine process is an electrolytic one 
used to produce clear, yellow, and black 
conversion coatings on zinc. 


brass- 


Coatingage. A six-page folder describ- 
ing theory and operation of the Coatin- 


re wire 
SCRATCH BRUSHES 


SINCE 1856 


o 


For Platers, Silversmiths, Jewelry 
Mfgrs., Makers of Watches, Clocks 
and Electronics and other metal 
finishers. 
Supplied in straight or crimped brass, steel or 
nickel silver wire in sizes .0025 to .006 and in 
bristle, fibre or Nylon. Special sizes and shapes 
to order. 
Write (Dep't. P) on your letterhead for 








catalog and price list. 


DIXON & RIPPEL, INC. KINGSTON, N.Y. 


ESTABLISHED 1856 
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gage Model 600 has been released by 
3ranson Instruments, Inc., 430 Fairfield 
Avenue, Stamford, Conn. 

The portable instrument is used to 
measure the thickness of non-magnetic 
coatings on magnetic bases, and to detect 
pin-holes in non-conductive coatings on 
conductive bases. One of the most im- 
portant applications for this gage has 
been the examination of corrosion-pro- 
tective coatings for thickness and film 
continuity. 


“The Arco Hot Spray System—How it 
Fits into Your Finishing Operation” is 
the title of an informative 12-page book- 
let, available from The Arco Company, 
7301 Bessemer Ave., Cleveland ,Ohio, spe- 
cialists in paints and product finishing 
materials for industry. 

Purpose of the booklet is to show the 
ease with which the Arco Hot Spray Sys- 
tem, which is built around a low-priced 
and extremely simple paint-heating unit, 
can be inserted into existing spray sys- 
tems or integrated with production-lines 
in the making. 


Swift Salts. An informative folder on 
Swift polytherm blended liquid carbur- 
izing salts is now available from the 
Swift Industrial Chemical Co., Canton, 
Conn. Pointing out that a liquid carbur- 
izing bath can be successfully used for 
any application, the folder explains that 
Swift metal treating salts afford the dis- 
tinct advantages of Swift polytherm 
blending as well as the simplified quench- 
ing and adaptibility of standard liquid 
baths. 


The Electrodeposition of Nickel from 
Nickel Chloride Solutions is the title of a 
28 page reprint available from Interna- 
tional Nickel, Dept. EZ, New York 5, N. 
Y. With 5 charts, 5 tables and illustra- 
tions, it compares nickel deposited from 
all-chloride solution with that from or- 
dinary sulfate electrolyte and finds them 
of equal protective value. However, the 
nickel deposited from the chloride solu- 
tion is of finer grain, harder, stronger 
and somewhat less ductile 


The Barnstead Still & Sterilizer Co., 130 
Lanesville Terrace, Forest Hills, Boston 
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what type of 


CUSTOM BUILT 
WIRE CLOTH PARTS 


do you need 


heat treating? 
pickling? 
plating? 
filtering? 
handling? 


You can be sure of getting exactly 
what you need in custom built wire 
cloth parts when you call 


Cambridge 
With more than 30 years experience 
in this field, we can work from your 
own prints... or, if none are available 
our design engineers will draw up 


prints based on your description of 
the job the part must do. 


Our newly expanded production fa- 
cilities include equipment for cutting, 
forming, bending, shaping and weld- 
ing of any metal or alloy in sheet, rod, 
or wire cloth form .. . as well as our 
large battery of wire cloth looms. 

Tell us your needs. Let us tell you 
how economically and quickly we can 
fill them. Write direct or call your 
Cambridge field engineer. Look under 
‘*Baskets-Wire’”’ in 
telephone directory. 


your classified 


FREE CATALOG describes Cambridge 
facilities for fabricating metal spec- 


ialties. Write for your copy today. 


The Cambridge Wire Cloth Co. 


METAL 


OFFICES IN 
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CONVEYOR 
BELTS FABRICATIONS 


PRINCIPAL 


SPECIAL Department A 
iarte 
Maryland 


INDUSTRIAL CITIES 
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oe For more complete information on products and processes Sean al 
use READER SERVICE CARDS inside covers. 


31 Mass., announces the publication of 
Bulletin No. 125 which describes the Barn- 
stead Purity Meter, an electronic testing 
device for determining the purity of either 
distilled or demineralized water. 

The Barnstead Purity Meter is avail- 
able with either platinum dipped, glass 
dip-cell or nickel! pointed, hard rubber dip- 
cell, 

A section of the bulletin is devoted to 
the Barnstead Conductivity Diverter, an 
automatic control device. Operated by a 
conductivity cell in the pure water line, 
this special controller-type Purity Meter 
will permit only water of predetermined 
purity to enter the storage tank 


Bulletin 68. A 12-page, colored bulletin 
entitled ‘‘Despatch Equipment for Metal 
Cleaning and Treating,’’ is now available 
from the Despatch Oven Co., 619 S.E. 8th 
Street, Minneapolis 14, Minn. Printed in 
three colors and profusely illustrated, the 
brochure describes various types of wash- 
ers which the company manufactures 
Engineering features such as type of con- 
veyor, methods of heating, and applica- 
tions are given for the various models 


“Surface Active Agents for the Metal- 
working Industry.’’ An &-page, colored 
bulletin prepared as a guide to speed proc- 
essing and lower production costs, is 
available from E. F. Houghton & Co., 303 
W. Lehigh Ave., Philadelphia 33, Pennsyl- 
vania. 


This bulletin lists many metalworking 





ae eee Cc. 


FOR COPPER STRIPPING NON-DANGEROUSLY 


Non-Electrolytic. 


Economical, 
No special equipment required. 
Write for descriptive brochure. 


Sulphur Products Co., Inc. 
GREENSBURG 8, PA. 
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applications and benefits gained in actual 
productions through the use of surface 
active agents, and contains helpful sug- 
gestions for other applications. An illus- 
trated chart outlining the physical prop- 
erties of the leading agents is included. 


Electric Grinders and Buffers. The Hi 
sey-Wolf Machine Co., Cincinnati 8, Ohio, 
has released a 36-page, colored catalog 
(No. 72) which describes and illustrates 
its line of electric grinders and buffers. 
Information on combination grinders and 
buffers, polishers, dust collectors, dust 
hoods, and eye shields is presented, as 
Well as specifications for all machines 


Bulletin RC-2. United Chromium, Incor- 
porated, 100 East 42nd Street, New York 
17, New York, has recently made avail- 
able bulletin RC-2, which describes the 
properties and uses of Unichrome Coat- 
ing 218X, a vinyl plastisol material. Coat- 
ing 218X is suitable for coating plating 
and conveyor racks, degreasing and dip- 
ping baskets, plating barrels, drain- 
boards, ductwork, agitators, tank grids, 
piping, and other equipment 


RS4 Universal Cosmowbeels, A six page 
booklet is being made available by the 
Chicago Rubber Company, 2620 N. Cly- 
bourn Avenue, Chicago 14, Illinois, which 
depicts and describes the R-54 contact 
wheel. Included in the booklet is a blown- 
up diagram of the wheel and a chart 
showing uses at various 
speeds, for various wheels 


recommended 


Platecoils Brochure, The how and why 
of the savings made by platecoils in heat- 
ing and cooling procedures are described 
in detail in a 20-page brochure just re 
leased by the Kold-Hold Manufacturing 
Company, Lansing 4, Michigan. The bro 
chure shows how platecoils have replaced 
pipe coils at a savings throughout indus 
try and the variety of heating and cooling 
processes described show the diversity ot 
application of the platecoils. 
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& 
AMERICAN WORKERS HAVE # PRIMES 
the power! 








RUSSIAN WORKER 











How does America do it? 


Why does the American worker have the 
help of about 7 times as many kilowatt- 
hours of electric power as is available to 
the Russian worker? 

How can we Americans produce over 
10% of the world’s goods with less than 
6% of the world’s people? Why is the 
Americanoutput per-man-hour still grow- 
ing faster and faster? 

The answers are not hard to find. Says 
Ralph J. Cordiner, president of the Gen- 
eral Electric Company: “The greatest 
impetus forforward movement still comes 
when individuals are free to plan and carry 
out their own ideas without government 
coercion or unnecessary regulation.” 

Including 1952, private industry in the 
last 7 years will have invested over 150 


billion dollars in new plant and equip- 
ment. This contrasts with Federal Govern- 
ment investment of not much more than 
12 billion for similar purposes. 

Back of all this progress in private 
industry is the American system of com- 
petition. In America we do not just com- 
pete for public office; we also compete in 
technology, competency of management, 
individual initiative and distribution 
the latter including selling and adver- 
tising in all their varied forms. 

Our kind of competition promotes the 
growth of more businesses and indus- 
tries—and this means more jobs. 

The American competitive system gives 
us the world’s highest standard of living. 
Let’s all work to preserve it. 


This report on PROGRESS-FOR-PEOPLE is published by this magazine 
in cooperation with National Business Publications, Inc., as a public service. 
This material, including illustrations, may be used, with or without credit 


in any manner. 


THE COMPETITIVE SYSTEM DELIVERS THE MOST TO THE GREATEST NUMBER OF PEOPLE 
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“The Finishing “Touch By J. A. Patterson 
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‘“Kraufmeyer, | don't believe you're cut out 
for this type of work.” 
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Opportunity Seetion 








SOUTH FLORIDA TEST SERVICE 


Testing—Inspection—Research— 
Engineers 


Consultants and speciuiists in corrosion, 
weathering and sunlight testing. 


4201 N.W. 7th St., Miami 34, Florida 








SALES REPRESENTATIVE 
CLEVELAND AREA 
Well established nationally known manufacturer 
of complete line of polishing and buffing com 
positions requires jobber or commission saiesman 
with experience and contacts. Have many estab 
lished accounts in this territory at present. Box 
111, Products Finishing, 431 Main St., Cin‘ti, O 








FOR SALE 


Detrex 2 station alkali washer. Excellent con- 
dition and reasonably priced. Openings 16” 
wide by 14” high. Mesh belt conveyor, vari- 
able speed. 2 pumps and blower system 
Model No. WB 2008S. 5’ wide by 5'6” high 
x 15’ long. 
NORTH AMERICAN MACHINERY CO. 

340 N. Central Ave. Chicago 44, Illinois 





For Sale 
Vapor Degreaser 


DETREX MODEL VS-800 
STEAM HEATED COMPLETE 


Ye H.P. 220 V. 3 Phase, 60 Cycle 

—A4 years old. 11 ft. 3 in. Long— 

5 ft. 9 in. Wide—8 ft. 4 in. High. 

Work clearance 120 in. Long, 48 
in. Wide, 48 in. Deep. 

In Excellent Condition. Now In 
Operation. Available Because 
of Larger Conveyorized 
Installation 
BARGAIN 


Purchasing Dept. 


TOLEDO DESK & FIXTURE 
CORPORATION 


1020 FORD ROAD 
MAUMEE, OHIO 








Salesmen, commission basis, paint spraying 
equipment, industrial pumps, and allied 
products in the New York, New Jersey and 
Connecticut areas. Can have other non-con 
flicting lines. Box No. 112, c/o PRODUCTS 
FINISHING, 431 Main St., Cincinnati 2, O. 





Excellent position vacancy — laboratory — 
chemist or formulator experienced in syn 
thetic enamels and clears for industrial 
coatings end use—midwest location—send 
full particulars including salary uire 
ments to John Holle, Finishes Division 
Interchemical Corporation, 1754 Dana Ave 
nue, Cincinnati 7, Ohio 








This Opportunity Section is available for 
classified advertisements. For advertising 


rates and other information address: 


PRODUCTS FINISHING 


431 MAIN STREET, CINCINNATI 2, OHIO 











WANTED 


Nickel Plating plant suitable for tubular 
furniture. Write full details Box No. 113, 
c/o PRODUCTS FINISHING, 431 Main St., 
Cincinnati 2, Ohio. 
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ABVERTISEMENTS 


Allied Research Products, Inc 27 Koch Sons, Inc., Georg 
Almco Divy., Queen Stove Works, Inc Kold-Hold Mfg. Co. 
Alsop Engr. Corp 37 

American Chemical Paint Co 2 Haat ai. 

Arrow Metal Products Corp : P 


M & E Mtg. Co 114 


Baker & Co., Inc $ ; 
; Maz ie tein Co, 23 
Behr-Manning, Div. of Norton Co faas & Waldstein Co 


egg - Metalwash Mchry. Co. 5 
Better Finishes & Coatings, Inc. ; : 
; id Miracle Paint Rejuvenator Co., Inc. 118 
Binks Mfg. Co. 106, 10 : = 
Mitchell-Bradford Chemical Co. 11 
Blakeslee & Co., G. S. 6 
Bond Ct "hese aa ( 39 Morse Mfg. Co., Inc. 26, 112 
one - « oc (s 0 
s ee Murray-Way Corp. 91 


2e€ 2 « oO »3 
Cambridge Wire Cloth ¢ 12 ee ee 56 


Carborundum Co 58, 59 

Newcomb-Detroit Co., Inc. 
Ceilcote Co. 120 

Norton Co ) 


Chemsteel Construction Co., Inc 116 " 
Churchill Co., Inc., Geo. R. 56 
Cincinnati Cleaning & Finishing 

Mchry. Co Second Cover 
Clair Mfg. Co., Inc. 52 
Clinton Co. 17 
Cowles Chemical Co. 18 


Oakite Products, Inc. 
Osborn Mfg. Co. 


Packer Machine Co. 

Panoco 
Darco Dept., Atlas Powder Co 115 Parker Rust Proof Co. 
Despatch Oven Co. 25 Pelron Corp 
Detrex Corp. Fourth Cover Pennsylvania Salt Mfg. Co 
Detro Mfg. & Sales Co., Inc. 116 Phillips Mfg. Co. 
DeVilbiss Co. 14, 45 Pittsburgh Plate Glass Co., Paint 
Dixon & Rippel, Inc. 122 Div. 

Potter Paint Co., Inc. 


Egyptian Lacquer Mfg. Co. 
Electric Products Co. Randall Mfg. Co., Inc. 
Electro-Therm, Inc. Randolph Products Co 
Exolon Co. Ransohoff, Inc., N. 
Rockford Varnish Co 
Roto-Finish Co. 
Hammond Mchry. Builders, Inc 
Hanson-Van Winkle-Munning 
Co. . 64, Seamless Rubber Co i0 
Harshaw Chemical Co Sherwin-Williams Co "1, 3rd Cover 
Hercules Powder Co. Simonds Abrasive Co. 83 
Hisey-Wolf Machine Co 7 Speedway Mfg. Co. 121 
Holland & Sons, Inc. J. Standard Electric Tool Co. 119 
Houghton & Co., E. F. Stanley Chemical Co. 95 
Hupp Corp., Globe Stamping Div. Stevens, Inc., Frederic B. 31 
Hygrade Food Products Corp., Striplastic Co. 76 
Boothcote Div. Sulphur Products Co. 124 


Industrial Chemical Products Co. Udylite Corp. 
Industrial Filter & Pump Mfg. Co United Chromium, Inc 
Industrial Systems Co. U. S. Rubber Co 
International Nickel Co., Inc 


Wagner Bros., Inc. 13 
Keystone Emery Mills 2 Wallace & Tiernan Co., Inc. 93 
Klem Chemicals, Inc 57 Wiegand Co., Edwin I 7 
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way HELE 


—~ on all finishing 


problems 


1 Technical help on 
FINISHING METHODS 
D yC 


a three2 ‘ 
background 
types of pr 
od ncluding 
matic he 
y ) 


whether defense 


2 Specialized help on 
FINISHING MATERIALS 


Sherwin-Williams Industrial Produc. 
tion Line Finishes include a complete 
line of primers, reducers and finish 
coats for air drying and baking, 
for wood and meta especially 
designed to meet civilian produc- 


tion line requirements. 


3 industry-wide experience 
on FINISHING DEVELOPMENTS 


Sherwin-Williams’ broad experi- 
ence in finishes and finishing systems 
for all types of products provides 
every industry the benefit of im- 
provements in materials and tech 
niques developed in other special- 


ized fields. 


pther Product ¢ 
sawin Wiiiams 


Practical way to “=: 
INCREASE SALES... 


a ‘ 


A 


feature the 


ADDED SALES APPEAL 


of the best-known name in finishes! 


A known name, identifying the finish on the product you make 
or sell, can often swing buying preference in favor of the known 
reliability of a familiar name 

No other trademark in the world says “This is a quality finish!” 
to so many people, so quickly, as the Sherwin-Williams name 
and trademark. 

That's why market-minded manufacturers, more and more, are 
identifying the quality finishes on their own quality products with 
decals, seals or tags that bear this well-known symbol. Feature it 
... let it work for you in providing that added ‘“‘sales plus” so 


often needed to overcome last-minute hesitance in buyers’ minds 
e ° ° 


Sherwin-Williams Custom Finish decals, seals and tags are available to 
manufacturers using Sherwin-Williams quality finishing materials They 
offer important added reasons for looking into the advantages of these 
outstanding product finishes. Ask your Sherwin-Williams Industrial 
Representative for details, or write The Sherwin-Williams Co., General 
Industrial Division, Cleveland 1, Ohio. 


SHERWIN-WILLIAMS 


INDUSTRIAL FINISHES 





‘ 
‘ 


\ 


80% on 


all-purpose cleaning operation 





A manufacturer of automotive and 
appliance parts wanted an all-pur- 
pose metal cleaner for his spray wash- 
er . . . daily production ranged from 
8,000 to 50,000 zinc and aluminum 
die castings, steel stampings and 
drawn parts. Soil varied, too. . . vege- 
table, mineral and pigmented draw- 
ing compounds, light and heavy oils, 
chips and shop dirt had to be removed 
depending on the part run. A clean 
surface on all parts was essential since 
brightening, plating and painting 
operations followed cleaning. 

The Detrex field engineer recom- 
mended Detrex 92 for the job. All 
parts now come out of the washer 
thoroughly clean ... and “92” lasts a 
full week. The cleaner formerly used 
lasted only one day. Cleaner costs are 
reduced 80 per cent and labor costs 
are lower. 


Get the facts about your cleaning 


operations. Without obligation, have 
a Detrex field engineer analyze your 
present method or help you plan a 
new operation—to give you increased 
production and cut your costs. Remem- 
ber... only Detrex manufactures the 
alkalis, emulsions, degreasing solvents 
and the equipment—everything for a 
complete, guaranteed operation. 
Detrex field offices are located in 
principal industrial cities. Phone today 
or write Detrex Corporation, Box 
501, Detroit 32, Michigan. 


CORPORATION 


WMUittist 


DEGREASERS . DEGREASING SOLVENTS . WASHERS 
ALKALI] & EMULSION CLEANERS © DRYCLEANING EQUIPMENT 
PHOSPHATE COATING PROCESSES 


ETB PY. 











